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Here are results proved by lead 
foundries from using Purite | 
fused soda ash. 


Sulphur control: Purite reduces 
sulphur content to a specified allowable 
per cent. When price or shortage forces 
the use of high sulphur scrap, you can 
still turn out quality castings. 


Less bridging: Purite flux in the 
cupola increases fluidity of the charge, 
insuring better mix of materials, hotter 
melting and uniformity of process and 
product. 


Economy: Purite is 100% fused soda 
ash; contains no inert waste. The solid 
two-pound pigs all go into the mix; non¢ 
of it blows away as lost dust. 


Convenience: Purite pigs are non- 
crumbling two-pound blocks. Handle 
easily. You measure out what you want 
simply by counting. Store indefinitely 
without loss. 





Supply: Leading foundry supply house 
distribute Purite in every area. For the 
name of your nearest supplier or for oa 
information, please write— 


~“} MATHIESON CHEMICALS 


OLIN MATHIESON CHEMICAL CORPORATION 
MATHIESON |INOUSTRIAL.CHEMICALS DIVISION ¢ BALTIMORE 3, MD. 
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Who put the ‘‘Imp”’ 


Pat Kelly, over at Avis Foundry, 
was casting pump impellers that 
came back from the machine shop al- 
most as fast as he sent them over. 
The trouble? Chilled edges. 


The machine shop, and the front 
office, too, beefed plenty. Chilled iron 
always means slow machining speeds, 
excessive tool wear and poor finish. 


Pat noticed chilled edges on the 
first pieces poured. He increased the 
silicon in his mix to reduce chill. But 
this gave him open grained weak 
iron in the heavy hubs. 


His foundry practice was tops. 
Molding, cores, temperature and so 
on couldn’t be criticized. The trouble, 
however, was in another place. Pat’s 
order called for castings that had 
sections varying, in the same cast- 
ing, from 3/16” to 11%”. And that 
was the rub. 


High silicon reduces chilling ten- 
dency in thin sections, but results in 
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opened grained, porous thick sections. 

From my notebook, I gave Pat 
this graph illustrating the effects of 
nickel on chill. 
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Per Cent Nickel 


You’ll find, just as Pat did, that a 
little nickel is your best friend when- 
ever you need dense, pressure-tight 
heavy sections along with strong, yet 
machinable lighter sections. 


For more information, use Reader Service Card, page 187 


in impellers? 
...or how Chuck Wright turns the heat on chill 


The boys at Avis now pour pump 
impellers in an iron of some 3.25% 
carbon, 2.30% silicon, and .75-1.00% 
nickel. Light sections permit high 
speed machining operations, because 
chill in the nickel iron is absent. 
What’s more, there’s a big saving 
from the new low finishing costs. 

You can get rid of chills ... and 
headaches, too... with a little nickel. 
But whether you use nickel or not, 
whenever you meet up with a diffi- 
culty involving the metallurgy of 
castings, get in touch with me. The 
easiest way to reach me is through 


INCO. 
WN Chuck Wright 
NCO, 


Peace mate 


The 
International 
Nickel Company, Inc. 


67 Wall Street New York 5, N. Y. 





from... 


FEDERAL's mines and refineries in the 
finest bentonite producing areas in 
Wyoming and South Dakota comes... 


FEDERAL GREEN BOND BENTONITE 


the best of the bentonites”° 





* LOW TO MEDIUM VISCOSITY 
* LOW GELATINATION 

* HIGH GREEN BOND STRENGTH 
* HIGH DRY BOND STRENGTH 


* AVAILABLE IN PULVERIZED, GRANULAR OR 
SLURRY GRADES 


If it’s better, more uniform sand control you're after— 
write for a copy of ‘Tailor-Made Molding Sands”. 


THE FEDERAL FOUNDRY SUPPLY CO. 


4600 EAST 71st STREET CLEVELAND 5, OHIO 

FEDERAL warehouses in CHICAGO, CROWN HILL, West Va., DETROIT, LOS ANGELES, 
MILWAUKEE, MINNEAPOLIS, NEW YORK, RICHMOND, Va., 
SYRACUSE, N. Y., UPTON, Wyo. 


“FGB" also stocked in BIRMINGHAM, CHATTANOOGA, JACKSONVILLE,  Fla., 
OAKLAND, Calif., PORTLAND Ore., SEATTLE. Wash.. ST. LOUIS 
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aT we aon 


ADM presents 
with pride the 


V.1.P 


of core binders... 


HOW DOES GaU%e SPEED PRODUCTION? 


rT 


Sa 


1. Reduces man hours by 50% or more fabricating large cores. 


2. Fewer rods are needed for reinforcement because LIN-O-SET cores are 
stronger before and after baking. 


ee ta 


3. Average baking time is reduced by 30%. 


4. Collapsible LIN-O-SET cores shake out like sugar . . . drastically reduce 
cleaning time. 


ee 


HOW DOES YC IMPROVE CASTING QUALITY ? 


#. LIN-O-SET cores resist deformation during baking; maintain excellent 
dimensional stability; set up on contact with core box. 


2. Sand systems are uncontaminated by LIN-O-SET. 
3. LIN-O-SET cores improve casting finish. 


ANY OTHER Gnr0U%e ADVANTAGES? 


#1. LIN-O-SET lets you accurately control set-up time regardless of oper- 
ational or climatic conditions. 


2. LIN-O-SET is immediately adaptable to practically all sand mixing 
procedures. No special measuring or mixing equipment needed. 


3. LIN-O-SET cores do not produce toxic fumes: or objectionable odors. 
4. Normal wash procedures may be employed without damage to cores. 
S. LIN-O-SET and LIN-O-SET bonded cores offer indefinite storage life. 








% V.I.P. means very important product—very important 

to foundrymen looking for ways to cut costs. More than just another 
binder, LIN-O-SET is a New Method of core making 

designed especially for medium-to-heavy work and especially 
suited to jobbing foundries. A specialized quick curing core binder 
that “sets up’ at room temperature, the purpose of LIN-O-SET 
is to speed production and improve casting quality. 


SOME FOUNDRIES SAY: “It’s expensive Not to use new LIN-O-SET.” For 
instance, these examples of heavy, intricate cores are produced in a compara- 
tively short time and with no complications... 


AT ST. MARYS FOUNDRY CO., St. Marys, Ohio: AT STATE FOUNDRY CO., Akron, Ohio: 


Intricate St. Marys core made with LIN-O-SET was used New LIN-O-SET core mix enabled State Foundry to 
to produce a horizontal boring mill head weighing fabricate this 1740 Ib. core in 134 hours, a job which 
2946 Ibs. and measuring 31/2’ x 36” x 44’’. Ramming previously took 8 hours using conventional binder. This 
and finishing this core was regularly a 534 hour job. core, measuring 31" x 39’ x 27’, is used in producing 
Mgr sig 0c it now takes only 114 hours... over a 62” vertical boring mill base. 

times as fast. 


These cores may be seen at the 1956 AFS Castings Congress, Atlantic City—Booth 1636-38 


rcher - aniels - idland company 


FOUNDRY PRODUCTS DIVISION + 2191 WEST 110th ST., CLEVELAND 2, OHIO 


INDUCTOL  LIN-O-CEL —sFRE-FLO ADMIREZ LnVUVe 





FAST-DRI 


LIQUID RESIN 
BINDERS 


FOR 


pETTER CORES 






N OF 
at lower cost! 


Cores made with DELTA 155-X and 
168-X FAST-DRI Liquid Resins have 


1) — an unusually high tensile strength 

(20% greater than linseed oil), 2) —a 

the lower gas ratio, 3) — a higher degree of 

ee elasticity, 4) — less core embrittlement 

Working samples for test purposes to- and 5) — greater surface core hardness. 

gether with complete data are available to 

you. Included, also, will be information Core sand mixes made with DELTA 
on other Delta Core Oils, Delta Dri-Bond ; , : ; 

and Delta Bondite. Your request will re- FAST-DRI Liquid Resin binders have ex- 

ceive immediate attention. cellent flowability resulting in denser 


cores and better workability in core boxes. 


The uniformity of DELTA 155-X and 
168-X FAST-DRI Liquid Resin binders 
is guaranteed. The chemical and physical 
constants are maintained by strict labora- 
tory control. 


We 


MANUFACTURERS OF SCIENTIFICALLY CONTROLLED FOUNDRY PRODUCTS 





DELTA OIL PRODUCTS CO. MILWAUKEE 9, 
WISCONSIN 
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3000-degrees hot 
but doors don’t melt 


A typical example of B. F. Goodrich improvement in rubber 


HERE'S melted steel inside those 
Te furnaces. Temperature is 3000 
degrees. The heavy steel doors would 
melt in minutes except for that hose 
that carries a stream of cooling water 
in and out of them. 

But hose was burning out in months 
or even weeks. It had to stand heat 24 
hours a day, seven days a week, was 
often banged by big “charging ma- 
chines,”’ spattered with hot metal. Then 
B. F. Goodrich developed a new kind 
of hose made of wire, asbestos and 
rubber. It had been in use more than a 
year when the above picture was taken. 
It is less expensive than the hose 
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used before, is much lighter and more 


flexible, easier for workmen to handle. 
One man can install it where two men 
were needed for other hose. 

B. F. Goodrich has made hundreds 
of improvements in dozens of kinds 
of hose to make them last longer, cost 
less, save your time and money. Most 
improvements, while making the hose 
stand more abuse, have also made it 
more flexible and easier to handle 
B. F. Goodrich makes hose to carry 
almost anything—air hose that stands 
sharp flying rocks outside and hot oil 
inside, burstproof steam hose that can’t 
burst even if it wears out, hose that 


lasts for years carrying gasoline, paints, 
chemicals, even dry materials such as 
flour or cement. 

Call your B. F. Goodrich distributor 
for more information about any kind of 
hose, belting or other rubber products. 
The B. F. Goodrich Company, Department 
M-582, Akron 18, Ohio 


B.EGoodrich 


INDUSTRIAL PRODUCTS 
DIVISION 


For more information, use Reader Service Card, page 187 
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THE NEWAYGO ENGINEERING COMPANY 


will exhibit at the AFS Show an operating display of the 
most MODERN SAND HANDLING, CASTING HANDLING and 
MOLD MAKING EQUIPMENT. The display will include OSCILLATING ; 
and BELT TYPE CONVEYORS as well as a PALLET and AUTOMATIC aS 
DUMP SYSTEM for MOLD HANDLING and SHAKEOUT. < 


{ / You will actually see molds made by this WORKING SAND 
HANDLING SET UP which will also feature the LATEST DESIGN 
HANDY SANDY in conjunction with OVERHEAD SAND HOPPERS. \ 

q 









4 NEWAYGO will also introduce the NEW MONARCH KWIK-STRIP . 

: ; FLASK and a NEW TYPE OF UPSET and BOTTOM .-- 
f 7 y BOARD, allowing molds to be made and set out ~. 
& ‘:* without using conventional bottom boards for each mold. ~- 


“ul Also featured will be a new design of a 36” diame- 
ter ROTARY TABLE FEEDER for use with shell 
making and blowing machines. of 






BOOTHS 


Bho hs ai ors Agen 1740-42 1841-43 
Aisles 1700—1800 


"Foundry 


ere NEWAYGO 220cc'c00 
is BIG NEWAYGO, MICHIGAN 


Business’? pee profitable too, with NEWAY® MOLD HANDLING, 
SAND HANDLING AND CONDITIONING EQUIPMENT 
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Car Type OVENS... 








Installation... 
Will aid in... 
Reducing Fuel Costs, Reducing Handling Costs, 
Improving Production Quality, Increasing Production 





FASTER, BETTER and LESS COSTLY PRODUCTION ... Time worn 
words to be sure, but what Foundry today would not welcome this in 
view of increasing competition, labor costs and more demands upon its 
facilities. 

There is no better time than NOW to examine your production 
operations. 

Check your ovens! Are they fuel eaters, heat losers or core spoilers? 
Ask the men who operate them! 

Chances are you'll find unexpected revelations that will merit a 
phone call or letter to us. 

We'll be pleased to discuss your problems without obligation. 





Why, Ko 1 
OG EF 


WRITE FOR THE LATEST CATALOG ya lal % a \ 
AND FACTS ON ANY INSTALLATION 7 “|- amas 
>| 


MMA QS 


THE LANLY COMPANY +* 780 PROSPECT AVE 











(om an A ee 
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Imperial INNERLOCKED*® Belts have won 
top position handling hot foundry sand in 
The McNally Pittsburgh Foundries, Inc., 
plant, built in 1945. 

On the conveyor shown above, an Im- 
perial Super-Insulated Sahara Belt (80' x 
24” x 6-ply) carries searing, sizzling shake- 
out sand so hot it requires the heat-resist- 
ing capacity of Imperial’s 600° belt. 


Best for foundry service. Many foundries 
throughout this country and Canada use 
only Imperial belting on their “hot’’ con- 
veyors and elevators. Experience has shown 


this heavy-dutv canvas belting with its ex- 
clusive INNERLOCKED* §s stitching and 
superior heat-resistant impregnating com- 


pounds lasts much longer than lesser belts 

Asbestos layers withstand temperatures 
to 600°F. For protection from severe im- 
pact and abrasion, metallic reinforcement 
is available at no extra cost. 


Job-designed belting. Whatever your needs, 
there is an Imperial Belt job-designed to 
give you lowest ultimate belt cost and 
highest day-to-day operating satisfaction. 
Write for Data Sheet 54-2 which describes 
Imperial Belts for foundry service 


*INNERLOCKED —Reg. trade name 
of Imperial Belting Co. 








BELTING CO. 


1755 S. Kilbourn Ave., Chicago 23, Ill. 


You expect MORE from Imperial 
. and you get MORE! 
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HE MAY ISSUE: As announced 
last month, FOUNDRY in May will 

present a special editorial report on 
“The Tools for Tomorrow’s Foundry 
Progress.” This five-section report is 
being prepared by the editors. 

The first section will review recent 
technical progress in the production 
of castings, and will discuss where 
we stand as we look to the future de- 
velopment of the industry. The second 
section will consider developments in 
mechanization, modernization and 
automation as applied to the foundry 
industry. 

The third section will indicate fu- 
ture trends in the design of equip- 
ment and the development of mate- 
rials used in foundries. A number of 
manufacturers of equipment and sup- 
plies have co-operated in the prepa- 
ration of this section by looking 
into the crystal ball for us. 

The fourth section discusses what 
foundrymen would like to have in 
the way of equipment and supplies, 
and was prepared from comments re- 
ceived from a number of men en- 
gaged in the production of castings. 

The last section discusses the part 
management must play in the fu- 
ture growth of the foundry industry 
and tells of the progress that already 
has been made. 

This special report, information on 
the AFS Congress and Exhibit at 
Atlantic City, a number of feature 
articles and the regular departments 
should make the May issue of excep- 
tional interest to all readers. It will 
be in your hands before the conven- 
tion opens. 

oO 

Spring Flowers: When Ken Moun- 
tain was in Jeannette, Pa., collecting 
the information for the article on the 
Elliott Co. foundry which appears in 
this issue, he learned that eight years 
ago Pete Evangeliste, foundry super- 
intendent, laid out a flower garden 


outside his office. Since then this 





more information, use Reader Service Card, page 187 





project has become an “institution 
with the foundry employees as wel 
as over a thousand others working 
in the company’s huge main works 
Pete says the foundrymen especially 
take a keen interest in the flowers 
and he is positive it has a psycho- 
logical effect upon them as they walk 
by each day entering and leaving the 
foundry. 
oO 

A Fine Gift: The Past Chairman's 
Club of the Central New York AFS 
chapter has just completed a project 
of unusual interest. The past chair- 
men contributed to a fund which was 


used to purchase 69 volumes on 
foundry practice published by the 
society. These volumes were pre- 


sented to the Engineering Depart- 
ment Library of Syracuse University 
as a memorial to the late Frank 
Wheeler, Kimman & Wheelr Co., a 
former chairman of the chapter. Pre- 
sentataion was made at a chapter 
meting and Dr. H. P. Munger of Syra- 
cuse University accepted the gift. 

Everything that helps the engineer- 
ing student to gain more information 
on castings helps the industry. 

ge 

Nickel Research: The growth of 
research at International Nickel Co. 
is well illustrated in a folder on em- 
ployee activities recently sent along 
by James S. Vanick, one of our fre- 
quent and valuable editorial contrib- 
utors. The center spread of this leaf- 
let shows two photographs of the 
laboratory personnel—one taken in 
1955, when 120 men and women were 
employed in research at Bayonne, 
N. J., the other taken 30 years ear- 
lier. The 1925 photo included O. B. J. 
Fraser, N. B. Pilling, E. J. Bothwell 
and Jim Vanick, all well known in 
the foundry industry. 

The early photo takes me back to 
the first contact with the boys at the 
laboratory when in 1928, Ed Both- 
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Harbison-Walker 
































cupola linings 


mo» @Conomicail to install 
and maintain... 


dependable in sevice... 





































In addition to the above, Harbison-Walker 
products include all classes of commercial 


refractories for every foundry requirement. 


H-W Extra Strength Castable 
makes a hard, strong refractory con- 
crete lining which is extremely resistant 
to impact and abrasion. In refractori- 
ness it is adequate for service at 
temperatures up to 2400°F. 


H-W Kuplomix provides mono- 
lithic linings free from joints. It is 
highly siliceous and extremely resistant 
to the corrosive action of non-basic 
slags. Because of the strong ceramic 
set developed at working temperatures, 
it withstands the erosive action of 
molten metal and slag to a high degree. 


H-W Black Patch is a plastic re- 
fractory of super-duty quality contain- 
ing graphite, which is especially suited 
for use in the cupola breast wall and 
for spouts, runners and ladle linings. 
It is highly resistant to wetting and 
penetration by molten iron and slags. 
It withstands the severe erosive and 
corrosive action of metals and slags 
with resultant longer service life. 























BLACK PATCH 















he sw 


ae y) World’s Largest Producer of Refractories 


7.4 R 


(See HARBISON-WALKER REFRACTORIES CoO. 


AND SUBSIDIARIES 


GENERAL OFFICES: PITTSBURGH 22, PENNA. 
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well and I collaborated on an article, 
“Philadelphia Foundry Alloys Gray 
Iron with Nickel.’’ The article was 
presented in the May 1, Pre-conven- 
tion issue that year and represented 
one of the early discussions of nickel 
as an alloy for gray iron. 
—o— 

The Town Pump: Some little time 
ago the Chicago Tribune ran a story 
about the town of my birth that 
bears out some of the things I have 
been telling the boys down at the 
office: 

“Bourbon, Ind.—A man_ might 
think, in the town of Bourbon, that 
the natives would rise early and 
breakfast on vast dollops of this 
muscle-building fluid. But this is by 
no means the case. 

“In fact there is evidence of a 
pretty sneaky worship of water. 
Right there on the main corner is 
a statue, run up in 1929, to the old 
wooden town pump which stood there. 

“This memorial, bearing a likeness 
of the old wooden pump, has an in- 
scription that reads as follows: ‘In 
Remembrance of the Old Town Pump 

once located on this corner. This me- 
It Pays To Check On New TO LED morial was erected by the South 
Bend Bourbon Club. Dedicated June 

e ° 30, 1929.’” 
H)- Weigh TRU C K SCALES If you ever travel Indiana on Route 
30, take a look at “Bourbon and 


Water.” 











Guard against doubtful truck weights that are so costly in money and cae oo 


good will... in your dealings with customers, with vendors, with Adverse Publicity: Foundries in 
highway enforcement officials. Check the load on new TOLEDO Hi- the United States have had their 
Weigh Truck Scales! Engineered for today’s heavy duty needs... share of unfavorable publicity in the 
choice of two-section, four-section or axle load in full range of models. general press and through other me- 


New design means lower installation costs .. : plus long-life Toledo diums of mass communication. But 
accuracy and durability. All Toledo Hi-Weigh Scales available with other countries also have theirs, as 
Toledo Printweigh for recording weights on tickets, strips, or sheets. is evidenced by the following from 
Toledo Scale Company, Toledo 1, Ohio. an editorial in the Feb. 2, 1956 issue 


of Foundry Trade Journal: 


gramme covering the casting of bells, but it 
appears that prominence was given to the 
incorporation of horse-manure in the sand 
mixture. 

This gave, especially to the womenfolk who 
formed much of the gigantic audience, a feel- 
ing of nausea or ‘‘the creeps,’’ as one lady 
put it to us. It is axiomatic that’ the 
mother’s influence is very great when the 
choice of a career for her son is under con- 
sideration. 

All the propaganda based on the fact that 
horse-manure is very seldom used—and never 
by the largest concerns—or that as a raw 
material it is unnecessary and can _ without 
detriment be superseded by more salubrious 
material has been largely birth-strangled by 
this broadcast. 

We ask readers, when dealing with the 
agents of lay publicity, to remember that such 
people seldom have the interests of our indus- 
try at heart, but are merely searching for 
incidents capable of arresting the attention 
of the reader, listener or viewer. Thus it is 
as well, when encountering such situations, to 
bear in mind the long-term effects on the 
whole industry, for it is better to have no 
rather than adverse, publicity. 


O 


Send for Literature 
Bulletin 2417 


ne ae oe We did not see the recent television pro- 
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NEW ECONOMY IN INSTALLATION . . . These BIG four-section scales are built to 
weigh the heaviest and largest highway vehicles to meet needs today ... and to- Just a Thought: Wouldn't it be 


morrow. Toledo engineering has integrated lever, weighbridge, and pit design to 


achieve high strength combined with economical, long-life installation. great if the Department of Commerce 


would be as zealous in promoting the 


TT interest of business as the Depart- 
® ment of Labor appears to be in push- 


ing the interests of organized labor? 


HEADQUARTERS FOR SCALES F.G.S. 









SERVICE 


Factory-Trained 
200 Cities 






9) . . 
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Write hore to 


SOLVAY PROCESS DIVISION 
ALLIED CHEMICAL & DYE CORPORATION 
61 Broadway, New York 6, N. Y. 

BRANCH SALES OFFICES 
Boston ¢ Charlotte * Chicago * Cincinnati * Cleveland * Detroit 
Houston * New Orleans * New York ¢ Philadelphia ¢ Pittsburgh 

St. Louis * Syracuse 
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NEW LOW-COST WAY TO CLEAN 


SHELL= MOLDED CASTINGS 





EXHAUST 
CONNECTIONS 
TO SLY 
DYNACLONE 
RUBBER CURTAINS DUST FILTER 


BRUSH SEAL 


MONORAIL BEAM 
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CAM SHAFTS 
ELEVATOR 


a 
/ 


1000 to = 1 
1500 shell- WOZZLE 


molded cam- wen \ Ff 
shaft castings AND FEED HOPPER 
cleaned per hour at 

large automotive foun- SLY-JET BLOWER UNITS 

dry. Four -Sly-Jet Blast b~ OF fou. ae 
blower units—two on each al 

side—are positioned to clean 

24-inch long castings. Fast continuous flow 

from mold-making to machining is assured; 

Sly-Jet Blast is integral part of handling 

system. Sly Dynaclone Filter keeps area Vw 
dust-free. 


NEW SLY-JET BLAST 


Eliminates need for air compressor .. . 
Eliminates maintenance costs of airless wheels 


Now, clean shell-molded castings faster, at lower cost. With 
new, low-velocity Sly-Jet Blast, cleaning action is thorough 
yet ‘‘gentle’’— therefore, no pitting, no removal of parent 
metal, no warping or distortion as with other cleaning 
methods. Efficient—abrasive is accurately directed over a 
large work area through a stationary nozzle, which can be 
set at any angle from horizontal to vertical. Economical 
operation—blower unit is powered by electric motor; there 
is no compressor, no need for high horsepower. Long, 
trouble-free operation—there are no moving parts in the 
blast zone; abrasive is introduced directly into the nozzle. 
Versatile—nozzle opening can be in any shape from 
circular to rectangular and any size. Abrasive can be any 
grade of sand, most grades of grit. Non-stop operation— 
cleaning mechanisms can run continuously for effective 
integration in continuous-flow handling systems. 


Take the problem and expense out of cleaning shell-molded 
castings. Write today for the facts on new Sly-Jet Blast. 


THE W. W. MANUFACTURING CO. 











4753 TRAIN AVENUE ° CLEVELAND 1, OHIO 





OFFICES IN PRINCIPAL CITIES 


Apr. 3—Material Handling Institute, spring 
meeting, Edgewater Beach Hotel, Chicago 

Apr. 3-4—Industrial Truck Association, spring 
meeting, Edgewater Beach Hotel, Chicago. 

Apr. 9-11—American Institute of Mining and 
Metallurgical Engineers, national open 
hearth conference, Netherland Plaza Hotel 
Cincinnati. 

Apr. 12-13—Malleable Founders’ Society, an 
nual market development conference, Edge 
water Beach Hotel, Chicago. 

Apr. 17-19—Magnesium Association, casting 
and fabricating divisions, Hotel Bancroft 
Worcester, Mass. 

Apr, 18-19—Armour Research Foundation, I)li- 
nois Institute of Technology, national in- 
dustrial research conference, Hotel Sherman, 
Chicago 

May 3—Non-Ferrous Founders’ Society, an 
nual business meeting, dinner and _ recep- 
tion, Marlborough-Blenheim Hotel, Atlantic 
City, N. d: 

May 3-9—American Foundrymen’s Society, an 
nual convention and exhibition, Convention 
Hall, Atlantic City, N. J. 

May 9-l11—American Welding Society, spring 
meeting and 4th welding and allied indus 
try exposition, Buffalo. 

May 9-11—Investment Casting Institute, an 
nual spring meeting. Hotel New Yorker 
N;-—¥ 

May 9-19—Mechanical Handling Exhibition & 
Convention, Earls Court, London. 

May 10-11—Refractories Institute, annual 
meeting, Grand Hotel, Point Clear, Ala. 
May 20-23—Industrial Heating Equipment As- 
sociation, spring meeting, The Homestead, 

Hot Springs, Va. 

May 24-25—Malleable Founders’ Society, tech- 
nical and operating conference, Wade Park 
Manor Hotel, Cleveland. 

June 5-8-—Material Handling Institute, exposi 
tion, Cleveland Public Auditorium, Cleveland 

June 11-12—Malleable Founders’ Society, gen 
eral meeting, The Homestead, Hot Springs 
Va 

June 17-22 — American Society for Testing 
Materials, annual meeting, Chalfonte-Haddon 
Hall, Atlantie City, N. J. 

June 24-26—Alloy Casting Institute, annual 
meeting, The Homestead, Hot Springs, Va 

July 17-30—Materials Handling Training Con- 
ference, Lake Placid, N. Y. 

Sept. 1-9—Association of German Foundrymen, 
International foundry exhibition and trade 
fair, Dusseldorf, Germany. 

Sept. 11-13—American Die Casting Institute. 
annual meeting, Edgewater Beach Hotel 
Chicago. 

Sept. 17-21—Instrument Society of America. 
instrument-automation conference and ex 
hibit, Coliseum Bldg., New York. 

Sept. 24-25—Steel Founders’ Society of 
America, annual fall meeting, The Green 
brier, White Sulphur Springs, W. Va 

Sept. 24-26—Material Handling Institute, fall 
meeting, The Greenbrier, White Sulphur 
Springs, W. Va. 

Oct. 4-5—Magnesium Association, annual meet 
ing, Drake Hotel, Chicago. 

Oct. 8-12—American Society for Metals, na 
tional metals congress and exposition, Public 
Auditorium, Cleveland. 

Oct. 11-12—National Foundry Association, an 
nual meeting, Detroit. 

Oct. 18-20—Foundry Equipment Manufacturer’s 
Association, annual meeting, The Green 
brier, White Sulphur Springs, W. Va. 

Oct. 20-23—Conveyor Equipment Manufac- 
turer’s Association, annual meeting, The 
Greenbrier, White Sulphur Springs, W. Va. 

Oct. 29-30—Refractories Institute, fall meet 
ing. The Homestead, Hot Springs, Va. 

Oct. 30-Nov. 2—Gray Iron Founders’ Society. 
annual meeting, The Homestead, Hot 
Springs, Va 

Nov. 26-30—Third International Automation 
Exposition, New York Trade Show Bldg 
New York 

Nov. 29-30—Michigan Regional Foundry Con 
ference, Union Bldg., University of Michigan 
Ann Arbor. Mich 
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Don’t talk fancy 
claims to him! 


When it comes to abrasives, a foundryman needs to know two 
things. How does it clean? What does it cost in operation? Dif- 
ferent jobs may require different abrasives but the result should 
always be the same—a good job at lowest cost. Malleabrasive and 
Tru-Steel abrasives give you that. Whichever you need, Pangborn 
makes sure you get the right abrasive for every job. Talk to one 
of our sales engineers or order from Pangborn Corp., 1400 
Pangborn Blvd., Hagerstown, Md. 


a Pangborn DISTRIBUTORS FOR 






Look for 
TRU-STEEL 
in yellow- 
striped bag 







AND 


%  TRU-STEEL SHOT 
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Maintenance costs 
siashed by this 
specially engineered belt 


Are your hot-materials handling jobs taking an unnecessarily heavy toll in 

belt costs? They needn’t—if you use conveyor belts specially engineered for 

your specific job conditions. Here’s a case that gives real weight to that argu- 
For speed and savings buy ment. For 11 months this belt hauled 850,000 tons without requiring replace- 
from your industrial supply ment—more than double the life of belts previously used on this job. It is one 
ae nitro rut pag = of several types engineered by Quaker-Quaker Pioneer for jobs involving tem- 
jobs—and, if ee sl peratures over 400°F. Some, like this one, are rough top construction en- 
martian deve comeuleatinn ony. abling the belt to react rapidly to cooling methods. Others are of newly 
ice of Quaker-Quaker Pioneer developed compounds, exceptionally heat-resistant to prevent hardening and 
cracking. Get the cost-saving benefit of this specialization by telling us—or 
your distributor—your problems. Our complete line contains everything you 
need in industrial rubber products, including hose, packing and moulded 


rubber for every use. 


field engineers. 


H. K. PORTER COMPANY, INC. 


V QUAKER RUBBER DIVISION 
: Philadelphia 24, Pa. 


QUAKER PIONEER RUBBER DIVISION 


40 SNOISIAIG 


H. K. PORTER COMPANY, INC. San Francisco 7, California 
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Lindberg-Fisher Electric Resistance 
Melting and Holding Furnace equip- 
ped with heavy duty resistance 
elements which give uniform distrib- 
ution of heat, insuring long element 
and pot life. Capacities 250 to #1000 
crucible. 


Lindberg-Fisher type MNP nose- 
pour tilting crucible furnace. Pour- 


ing lip is located in the axis of tilting 
providing a constant pouring arc re- 0 0 = U a 
gardless of degree of furnace tilt. 


Capacities up to #800 crucible with 


pcg platy ig ona A complete line of 


LINDBERG 


in Bulletin 57-A. 














AY 14 
emt MELTING AND HOLDING FURNACES 


Ibs. aluminum. 6000 lbs. brass. Oil or For Melting Aluminum ® brass ® yellow brass 
gas fired. Described in Bulletin 29-A. b 

ronze ® copper ® copper nickel alloys * lead 

magnesium ® nickel ® tin © zinc. 


Because Lindberg-Fisher builds all kinds of melting 
equipment... gas...oil... electric... induction, and Carbon 
arc...L-F engineers are able to recommend, 

without prejudice, the proper type of furnace 

for your particular melting requirements. 





Lindberg- Fisher type BB1 Hand-Tilt 
Crucible Furnace. Tilting mechanism 
consists of a hand wheel, driven 
through machined worm gear and 
pinion reducing gears. Capacities 50 
to #400 crucible. Oil or gas fired. 
Described in Bulletin 400. 





Lindberg-Fisher type SF stationary 
crucible furnace features rapid melt- 
ing and is recommended for general 
Melting specialists for 25 years foundry casting work. Capacities 30 
to #400 crucible. Oil or gas fired. 


Sales and service offices in principal cities : i 
P P Described in Bulletin 301. 








€ > 
kia MELTING FURNACES 


A Division of Lindberg Engineering Company, 2453 West Hubbard Street * Chicago 12 °* Illinois 
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»»-@ new phenolic 
resin that overcomes 
many major problems 
encountered in shell 
molding... 


DUREZ 18123 | 


This unique dry-mix resin —the outcome of broad-scale field and laboratory research-—-is 
stronger and faster curing, and provides the following advantages in producing shell molds . . . 
























@ More economical resin-to-sand ratios- 

@ Molds are more uniform in structure and density 

@ Uniform mold build-up in pattern sections with deep draws 

@ No peel-back or fall-off on high projection patterns 

@ Faster cure permits use of minimum cycles 

@ Rigidity and absence of warp make gluing operation less critical 

@ Greater cold and hot strength minimizes tendency to crack on pouring of metal 

@ Greater uniformity of mold formation over a wider range of pattern temperatures. 
Extensive use indicates the value of Durez 18123 resin in solving problems associated 
with bulk production of precision shell castings. But no experience can be so convincing as 
your own. Why not order a trial shipment now and prove its advantages on your next job? 





Phenolic Resins that fit the job R 
) HOOKE 
DUREZ PLASTICS DIVISION WZ Hih 












HOOKER ELECTROCHEMICAL COMPANY 
1004 WALCK ROAD, NORTH TONAWANDA, N.Y. 


& PLASTICS 





Omni Products Corp., 460 Fourth Avenue, New York 16, New York 
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e@ ONE OF A SERIES OF MESSAGES TO MODERN FOUNDRY MANAGEMENT 





SINCE 1850 


FOUNDRY ELECTRIC MELTING FURNACES 





nA Seen 























@ You save because Swindell design 
calls for a minimum of excavation, 
materials and waterproofing, with- 
out sacrifices of strength and de- 
pendability. 





® You save because Swindell sim- 
plicity sharply reduces construction 

Because SWINDELL’s electrode hoist mechanism is on the time. 
furnace, cable tunnels and oil piping trenches are eliminated. 
Because the roof cylinder is integral with the furnace, no special 
concrete foundation is required. And where trunnion-type fur- 
naces are specified, our hydraulic cylinders are floor-mounted, 
avoiding potentially fire-hazardous cylinder pits. ¢ Such sim- 
plicity and savings are carried through on the component fur- 
nace features. At every point, Swindell know-how serves you! 


SWINDELL Electric Melting Fur- 
naces for foundry service provide the 
productivity, low maintenance and 
long useful life built-in by genuine 
steel mill design and construction by 
steel mill melting furnace specialists. 
Write for a consultation. 












WRITE for your copy 
of the latest Swindell 
Electric Melting Fur- 
nace Catalog — sent 


in | ptly on request. 
Dy, 1 prom 
—_ | 


\ 


EUSA Z 


SWINDELL-DRESSLER 


CORPORATION é 


Designers and Builders of Modern Industrial Furnaces 


) PITTSBURGH 30, PA. 
a wa | 













. 


When we talk about asswred quality in coke, we like 
to be specific. In the first place, Neville Foundry 
Coke is carefully processed from clean, washed coals 
which contain a high percentage of Pocahontas. This 
care, plus close scientific control of production, assures 
you of a coke that is stronger, denser and more 
uniform—-with more fixed carbon and less ash and 
sulphur. In fact, we're so swre of the quality of Neville 
Coke that we guarantee it to meet your rigid specifica- 


NEVILLE PIG IRON NEVILLE COKE 


Quality Products for the Foundry Trade 


NEVILLE ei COKE means y aime Qnabe 


From Coal to Castings 


tions. This quality-guarantee is your assurance of 
maximum temperature at the nose of the tuyere and 
hotter, cleaner, more fluid iron. 

As a merchant coke producer, operating four 
batteries of ovens, Pittsburgh backs up this guarantee 
of quality with a guarantee of reliable, continuing 
supplies . . . today and in the future. Wouldn't you 
like to enjoy these benefits in your foundry? Then 
specify Nevz/le on your next coke order. 


wsw 6035 


COAL CHEMICALS ¢ PROTECTIVE COATINGS © PLASTICIZERS © ACTIVATED CARBON © COKE © CEMENT © PIG IRON 


FOUNDRY 
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Cassy 


TO GET 
A FULL LOAD 























easy 


TO DELIVER 
A FULL LOAD 





with compact 


TRACTOMOTIVE TL-6 T®4C'°Loaper— 


a high producer in confined areas 


No ramming into pile to fill the half-yard bucket of 
the TL-6 Tracto-Loader. Operator lets the hydraulic 
torque converter do the crowding — smoothly, steadily 

. . and there’s a scooping action, too, with the tip- 
back bucket. You get a heaping load before the booms 
are halfway up. 


On the go, the bucket holds the full load . . . has 
a 50-degree tip-back at only 3 feet above floor — 
means easier maneuvering, greater stability, better 


Operator has an easy time handling the TL-6. No 
gear shifting — he just pulls or pushes a lever to 
change direction. Short, 614-foot turning radius and 
over-all compact design make it easy to unload box- 
cars or travel through narrow aisles and doorways, 
make hairpin turns near columns and posts. 


See the TL-6 in action. Let us make an appoint- 
ment for you with your Allis-Chalmers Construction 
Machinery Dealer for a demonstration. Send cou- 


visibility. pon NOW. 










my 
ooo 





Es ee ee ee 
: 


TRACTOMOTIVE CORPORATION, Dept. F 
Deerfield, Illinois 


| (_] Please arrange a demonstration of the TL-6 


Send For Free Descriptive Catalog 
On The Complete Line Of Tracto-Loaders 


RACTOMOTIVE 


TRACTOMOTIVE CORPORATION, DEERFIELD, ILLINOIS 





(J Send catalog on Tracto-Loaders 
NAME ..... 
COMPANY 

PN oe ec 03, serena awa hci ew Uta eo Au oe Weed a 





ee er ree © o> © ©) re ee 








Most of the California sea lions are captured 
and shipped by the San Diego Zoo. Hun- 
dreds of them have been sent to cir- 

cuses, zoos and theatrical training 

quarters all over the world. The 

training of sea lions calls foi 

intensely patient work. For 

instance, tt usually takes 

from six months to a 

year to teach them 

to balance a big 

rubber ball, their 
best known and 
favorite trick. 
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The amazing tricks of the performing seal are familiar to most of us. But it’s not 
generally known that only one species of seal possesses the intelligence necessary 
for such performance. This is the California sea lion, found off the coasts of 
Southern California and Lower California in Mexico. 

Similarly, foundrymen seeking extraordinary performance in foundry flasks 
have been able to find it ov/y in H1INEs FLAsks. Designed for efficient operation 
and built for rugged usage, HINEs FLASsKs outperform all other flasks. As a matter 
of fact, they'll surpass avy type of foundry equipment in cutting costs. 

So remember, it’s no trick at all to get top performance in foundry flasks—just 


be sure to use HINES FLASKS. 





THE HINES FLASK CO., 





3431 WEST 140TH STREET, CLEVELAND 11, OHIO - TELEPHONE: ORCHARD 1-280¢6 
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A partial list HUNDREDS OF FOUNDRIES 
arte CALL ON EXPERIENCED 


Acindar 


Buenos Aires, Arg. KNIGHT ENGINEERS FOR 


Acinfer 


Villa Constitucion, Arg. 
American Radiator & 
Standard Sanitary Corp. J 


Baltimore and Louisville 


Appleton Electric Company 
South Milwaukee, Wis. 
B.1.F. Industries, Inc. 
Providence, R. |. . 


Buckeye Steel Foundry Co. 


Columbus, O. 
Canadian Car and Foundry 
Company, Ltd. 
Montreal, Quebec ee8@ 


Chrysler Corp. 
New Orleans, La. 
James B. Clow & Sons Co. 
Birmingham, Alo. 
Combustion Engineering Inc 
Chattanooga, Tenn. 
Crane Company 
Chicago, Ill. 
Dalton Foundries, Inc. 
Warsow, Indiana 
Electric Steel Foundry 
Company 
Portland, Ore. 
Erie Malleable Iron 
Company 
Erie, Pa. 
Fahralloy Limited 
Orillia, Ont. 
Fairbanks, Morse & 
Company 
Kansas City, Kan. 


aed ...ON VIRTUALLY ALL FOUNDRY PROBLEMS! 


McKeesport, Pa. 





Hammond Brass Works 


Hammond, Ind. The key men in Lester B. Knight & Associates, Inc. have from 10 to 30 years successful 
eer experience in some phase of foundry management, production, engineering or equip- 
Macfarlane ment. The coordination of each man's specialized experience has enabled the Knight 
Sagua la Grande, Cuba organization to complete hundreds of successful assignments in every type of foundry— 
a tren grey iron, steel, malleable, brass and bronze, magnesium, and aluminum. These found- 
St. Charles, il ries are producing castings from a few ounces to 50 tons, and from | to more than 
aie ver & Steel 1,500 tons of castings per day. Green sand, dry sand, cement, plaster, ‘‘shell” molds, 
Pidic ne permanent mold, centrifugal, die casting and investment casting operations all have 
Pittsburg Steel Foundry been served by Knight. 
ao. Working closely with clients’ staffs, Knight Engineers have assisted its clients to audit 
Scfene Gree. £04. operations, define management functions, establish organization, modernize methods 
Winterthur, Switzerland and facilities, and design complete new plants. They have successfully applied auto- 
oe eatin, Ot. mation in varying degrees to a number of different types of foundries, and have 
Universal Sten assisted management to establish more economical procedures for the control of 
a. operations and costs. 
Wagner Mallecble — Your operation can benefit by this comprehensive experience. A letter will bring a 
Company call from a Knight representative at your convenience. 
ieee on Write for Knight Bulletin No. 101, “Professional Foundry Engineering.’’ 
Eigin, ill. 


Worthington Corporation 
Harrison, N. J. 


lester B. Knight & Associates, Inc. 


Management, Industiial and dichtlechural Engineers 
MEMBER OF THE ASSOCIATION OF CONSULTING MANAGEMENT ENGINEERS, INC. 
549 W. Randolph St., Chicago 6, Il. 

917 Fifteenth St., N.W., Washington, D. C. 

New York Office—Lester B. Knight & Associates, 50 Church St., New York City7 
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Foundrymen... 
WHICH DO YOU PREFER? 





WE HAVE BOTH... 
“Arr-Recum & Hyo-Recuam” 


SOMETHING INEW In sanp RECLAMATION! 
SAVE MORE THAN 902 


OF YOUR WASTE SAND! 


The savings to be realized through foundry within the first year of operation. No foundry 
sand reclamation are almost unbelievable. can afford to overlook the possibilities of sand 
Many reclamation systems pay for themselves reclamation. 


CHECK WITH US...Booth +1438 
Atlantic City Exhibit 


We sincerely believe our organization 














to be best qualified to engineer a sand 


clamation is our business reclamation unit in your foundry. “Reclamation is Our TNT 
NOT A SIDE LINE!” . NOT A SIDE LINE!’ 


‘Reclamation is our business ... NOT A SIDELINE!” 


® 10265 FRANKLIN AVE. Franklin Par Glad 
y HYDRO-BLAST FRANKLIN PARK, ILL. = omer Maibenes a 
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JEFFREY MECHANIZATION cuts costs 
for handling and conditioning sand 


aft Forest City Foundries Company, Cleveland, Ohio 


V-plows on overhead Jeffrey distributing belt conveyors, for Ten Jeffrey hoppers along one side of the foundry, 
diverting sand to molders’ hoppers, are automatically air-operated. and nine along the other side, supply sand to the 
The two distributing conveyors and the cross conveyor move at’ mulders’ stations. Hoppers are provided with 15” by 
150 feet per minute; can handle 35 tons of sand per hour. 24” foundry-type clamshell valves. 


Molds are poured on roller conveyors running between mold- Castings and sand drop from this vibrating conveyor into 
ing stations and shakeout conveyor. Poured molds are dumped __ the shakeout machine. Used sand is carried away by a Jeffrey 
onto this 65-foot Jeffrey vibrating conveyor, which shakes apron conveyor, passed through cleaning and reconditioning 
sand loose from the hot castings as they move along. equipment, after which it is elevated to storage by a Jeffrey 

bucket elevator. Now it’s ready to start the circuit again. 


Jetrey canmetnonize « compte onary «¢ (QUIN T= -] eg 
lose 


a single operation. Write for Catalog 845. The 
Jeffrey Manufacturing Co., Columbus 16, Ohio. 


CONVEYING + PROCESSING + MINING EQUIPMENT 
TRANSMISSION MACHINERY + CONTRACT MANUFACTURING 
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Chall moldere... 


for faster release, 
fewer rejects... 





use/DOW CORNING Gilicone RELEASE AGENTS 


Developed especially for the metal casting industry, Dow Corning 
Silicone parting agents assure clean, easy release every time 
with a minimum of build-up on even the most complex patterns. 
They reduce your cleaning costs to the vanishing point, and 
speed production of uniform shells. See for yourself — send for 





= 
4 ¥* 
4, 

Simegae® 


DOW CORNING 
CORPORATION 


MIDLAND, MICHIGAN 


April 1956 





For more 





free samples today! 


Water dilutable type 
DOW CORNING 8 EMULSION 


Widely approved by leading shell 
machine and resin manufacturers for 
applications where solvents cannot be 
tolerated. Noncorrosive and nonflam- 
mable, Dow Corning 8 Emulsion is 
easily diluted in hard or soft water 
: . resists creaming or separation, 
both after dilution and in storage. 


New solvent type 
DOW CORNING F-452 FLUID 


One application of this new, easily 
diluted solvent type silicone parting 
agent provides easy release for sev- 
eral resin-sand shells. Easily applied 
to either hot or cold patterns . 
wets surface rapidly . . . leaves uni- 
form silicone film that's heat-stable 
and oxidation resistant. 


NOTE —for best pattern break-in, use Dow Corning 7 Compound. 


send for FREE SAMPLE! 


Dow Corning Corporation 
Dept. 5904, 
Midland, Mich. 


NAME 
COMPANY a . 


ADDRESS a 





Please send me: 

[_] Free sample of Dow Corning 8 Emulsion 
(_] Free sample of Dow Corning F-452 Fluid 
[_] Free sample of Dow Corning 7 Compound 
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@ You save — in time, in labor, in materials — 
when you make shell-molds with Reichhold’s two- 
stage, thermosetting, powdered phenolic resin — 
FounpREz 7500. You get castings so accurate that 
almost no machining is required . . . closely dupli- 
cating the actual pattern surface even in the most 


Make shell molds faster... finely-detailed, thin-walled areas. Rejects are re- 


get more accurate castings... duced to an absolute minimum. 
with RCI’s When you produce shell-molds with FoUNDREZ 
7500, curing is faster. This remarkable RCI resin 
takes extremely high oven temperatures, enabling 


FOUN DREZ 7500 | you to turn out more molds per hour .. . molds of 


uniform superiority. They’re structurally stronger, 
better able to vent gas, freer from distortion. 


For large and small parts cast with any fer- 


rous or non-ferrous material, shell-molding with 
FouUNDREZ 7500 is ideal, particularly for long pro- 
duction runs. RCI offers technical help. Get com- 
plete data by writing for Technical Bulletin F-3. 





Creative Chemistry ... 
Your Partner 


in Progress 





The foundryman unclamps the pat- 
tern plate from the dump box. No- 


tice the thin shell of partially-cured 
FOUNDREZ 7500 and sand clinging 
to the plate. 


Synthetic Resins « Chemical Colors « Plasticizers « Phenol 
Glycerinee Phthalic Anhydride « Maleic Anhydride *Sodium Sulfate 
Sodium Sulfite « Pentaerythritol « Pentachlorophenol 


REICHHOLD CHEMICALS, INC., RCI BUILDING, WHITE PLAINS, N. Y. 
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Pangborn 
Rotoblast* 
gives 
“nerfect’’ 
finish at 
Worthington 
Corporation! 








And “‘cleans cleaner Industrial parts today must have a high quality finish for 
than pickling acid’’ many reasons—production facility, operating efficiency, con- 
at Sryden Brass! sumer demand. Pangborn Rotoblast gives such a finish— 


thoroughly cleaned, uniform—and does it quickly. As a result, 
you get a top-notch cleaning job and greatly increased pro- 
duction with lower operating, labor and reject costs. Write 
for further details to see what Rotoblast can accomplish for 
you. Send for Bulletin 227 to PANGBORN CORPORATION, 
1400 Pangborn Blvd., Hagerstown, Md. Manufacturers of 
Blast Cleaning and Dust Control Equipment. 

Visit Pangborn Institute’ at AFS SHOW, ATLANTIC CITY, May 3 to 9 


Pangqborn 


la t Bry " 
Rotoblast os so : ae vexe Ss 8 LA & T Cc L & A % & Cc Hl E A P E ys 
A <4 ’ £) 


Brass og 


ydon 


Rotoblast Blastmaster®  Rotoblast Tables Special Blast Rooms Pangborn Dust Mallecbrasive*® 
& Continvous-Flo Barrel & Table-Rooms & Cabinets Control Equipment Shot & Grit 


Distributors for Malleabrasive and Tru-Steel Abrasives 















TURN OUT 


800-1200 LBS. 
OF COATED SAND 
PER HOUR 


WITH THIS LOW COST 


Shall: Mull 
(Init! & 














NIANITOINIA\L 









You get... 
e@ CONTROLLED COATING 








@ LOWER 
EQUIPMENT COSTS 
and you can... 


@ USE YOUR PRESENT 
SIMPSON MIX-MULLER 






















This simple, completely practical, 
standardized unit will turn out 800 
to 1200 lbs. of coated sand per hour— 
every hour, with a Simpson Porto- 
Muller!—The same packaged deal 

is available for any Simpson Mix-Mulle} g 
too! You can handle up to 4000 lbs. per} a 
batch with a 3F Mix-Muller. And if youl i 
now have a Simpson you can use it— 
without beefing up the drive. 

Yes, National again proves its 
leadership in progressive foundry 
equipment planning with a practical 
coated sand unit. Be sure to see it, 
in action, at our operating exhibit in 
Atlantic City May 3 thru 9. 





Standard 
Porto-Muller 
(wheels removed) 
Handles 200 to 
250 Ibs. of 
coated sand 

per batch. 






















PORTO-MULLER 











These features mean increased hourly production 
with positive control over coated sand. 


UNIFORMITY from batch to batch. Equipment 
design reduces sensitivity to variation in mix- 
ing time, temperature, etc. 


LARGE BATCH reduces percentage of error due to 
slight variations in sand and resin weight. Hot 
air addition results in shorter mixing cycle. 


LOWER OPERATING COSTS. Standard motor and 
drive used on all Mix-Mullers. 


You use less power and get longer part life. 


SEPARATE HEATER gives positive control of sand 
and air temperature—independent of muller 
cycle time. 


UNIFORM COATING. Proven mulling action does 
not heat sand. Increased tensile strength can 
mean you use less resin to get better physical 
properties. 





Chicago 6, Illinois 


A “a 646 Machinery Hall Bldg. 
Ae Machinery Holl olds. + chicago 6 tttwets |e 
ae 











REDUCE 
YOUR 
cosTs 





ADAMS Cast Iron or 


Cast Aluminum Jackets 





ALUMINUM EASY-OFF FLASK 





Look at these features and you'll 
agree that the Adams line can 
mean economy, efficiency, and 
better molds for your foundry. 

Above is the Adams _ jacket 
available in either cast iron or 
cast aluminum. They are cast 
from a top grade metal mixture 
best suited for their purpose. 
The sturdy construction as a re- 
sult of the vertical ribs inside 
and horizontal ribs outside plus 
the handles at either end assure 
you of long life for this equip- 
ment and ease in_ handling. 
These jackets afford you MAXI- 


MUM STRENGTH and MINI- 
MUM WEIGHT. 

Here are jackets that assure 
you perfect mold fit—will give 
you the greatest strength while 
under pouring strain—allow for 
tree flow of gases all because of 
INSIDE CORRUGATIONS. 
VENTILATED jackets 


foundries 


These 
are first choice in 
across the nation. 

Look into the advantages cast 
iron or cast aluminum can offer 
you depending upon your found- 
ry needs. We will be happy to 
recommendations to fill 
your requirements. 


make 


For the most complete line of flask equip- 


ment available . . 





700 FOSTER STREET, DUBUQUE, IOWA, U.S.A. 


For more information, use Reader Service Card, page 187 


. always look to Adams! 


The ADAMS Company 





ESTABL'SHED 
1883 


MOLDING MACHINES 


and 
FLASK EQUIPMENT 
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BUSINESS STEADY: March survey of the Na- 
tional Association of Purchasing Agents indi- 
cates an even pace of general business. Re- 
ports on production and orders show little 
change from those for February. The survey 
points to an acceleration in the upturn in 
material prices, with ferrous and nonferrous 
metals leading the way. A slight increase in 
employment is expected to be broadened sea- 
sonally in coming weeks, while the shortage 
of skilled workers will persist. Inventories are 
a trifle higher, with policy affecting forward 
buying little changed. 


BIDS FOR CWC: Directors of Campbell, Wy- 
ant & Cannon Foundry Co., Muskegon, Mich., 
have approved the sale of the company to 
Textron American Inc., for $15¥2 million, sub- 
ject to approval by stockholders. CWC would 
become a division of Textron with no changes 
in policy, personnel or general management. 
Textron American was formed about a year 
ago by the merger of Textron Inc., American 
Woolen Co. and Robbins Mills Inc. Since then 
it has diversified its operations widely. 


MANGANESE PRICES UP: Price increases 
averaging 3.6 per cent have been announced 
on manganese alloys by Electro Metallurgical 
Co. They were effective Mar. 14 on a spot basis 
and Apr. 1 for contract users. The increase in 
standard ferromanganese is 4.9 per cent and 
on ferromanganese briquets it is 4 per cent. 


SFSA ELECTS: Howard F. Park Jr., vice presi- 
dent, sales, General Steel Castings Corp., 
Granite City, Ill., was elected president, Steel 
Founders’ Society of America, at the annual 
meeting in Chicago, Mar. 19-20. George W. 
Myers, president, Crucible Steel Casting Co., 
division of Consolidated Foundries & Mfg. 
Corp., Milwaukee, was elected vice president 
and Royal G. Parks, treasurer, National Malle- 
able & Steel Castings Co., Cleveland, was re- 
elected treasurer. 

Robert C. Wood, president, Minneapolis 
Electric Steel Casting Co., was awarded the 
T and O medal of the Steel Founders’ So- 





ciety at the annual meeting. Frank X. Hohn, 
chief metallurgist, Scullin Steel Co., won the 
Gustav A. Lillieqvist Steel Foundry Facts 
award for his paper, “The New Look in Heat 
Treating Cycles” and Earle Layman, General 
Steel Castings Corp., Granite City, was pre- 
sented a special award for his excellent work 
in safety. 


ACCIDENTS RISE: Preliminary reports by 
the Bureau of Labor Statistics indicate that the 
injury frequency rate in foundries increased 
slightly in 1955. Data for the first nine months 
show that the frequency rate for all manufac- 
turing was unchanged from the 1954 rate of 
12.1. The rate for gray iron and malleable iron 
foundries, however, rose from 26.5 to 29, while 
that for steel foundries was up from 18.6 to 
19.3 and for nonferrous foundries from 18.6 to 
20.1. 


INTERNATIONAL SPEAKER: Charles W. 
Briggs, technical and research director, Steel 
Founders’ Society of America, will represent 
the society and present a paper on the pro- 
duction of large steel castings in green sand 
molds at the International Foundry Congress, 
Dusseldorf, Germany, Sept. 1-9. 


FOUNDRY EXPANSION: Ohio Brass Co. 
plans to spend $114 million in expansion of 
its foundry and construction of an additional 
building at its Mansfield, O. plant. This is 
part of a $3 million expansion program at its 
three plants. 


BRITISH OUTPUT UP: Production of iron 
castings in Great Britain during 1955 totaled 
3,925,070 tons, according to the Iron and Steel 
Board. This compares with 3,742,490 tons in 
1954. 


PERSONALS: A.J. McDonald, vice president 
of American Steel Foundries with headquar- 
ters at Washington, will retire Apr. 1. Immedi- 
ate past president of the Steel Founders’ So- 
ciety of America, he will represent that or- 
ganization in Washington . . . Adam J. Kafka 
has joined Sutter Products Co., Dearborn, Mich., 
as sales engineer. He was formerly with 
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Beardsley & Piper Division, Chicago ... Ahti 
A. Erkkinen, recently superintendent, foundry 
and pattern shop, Fremont Casting Co., Wor- 
cester, Mass., has been made general man- 
ager ... Dr. John G. Thompson, chief, Metal- 
lurgy Division, National Bureau of Standards, 
Washington, has retired . . . Merlin H. Birk, 
formerly executive vice president, Waukesha 
Foundry Co., Waukesha, Wis., has joined A. T. 
Kerney & Co., Chicago management consult- 
ants ... Joseph P. Crosby, vice president, La- 
pointe Machine Tool Co., Hudson, Mass., is 
the new director, Metalworking Equipment Di- 
vision, BDSA, Washington. 


NEW FOUNDRY: Conversion of an idle plant 
at Ashtabula, O., into a foundry is planned by 
State Metal & Steel Co., Canton, O. The plant, 
built by the government in wartime, has been 
idle since 1952. State Metal was high bidder at 
$420,000 when the property was auctioned re- 
cently. 


TO JOIN NFS: Herbert F. Scobie, editor, 
Modern Castings, will leave that publication 
during the summer to become field manager of 
the Non-Ferrous Founders’ Society, Chicago. 


Prices of Foundry 


and Coke 


PIG IRON UP: An increase of $1.50 a ton in 
prices of foundry grades of pig iron was an- 
nounced at press time in a number of areas. 
Likelihood is seen of a similar advance in 
other districts. Pending such action, the quo- 
tations shown in the table below are prices 
applying previously at all basing points. 


NEW CHAPTER: Directors of the New Eng- 
land Foundrymen’s Association voted on Mar. 
14 to affiliate with the American Foundrymen’s 
Society and to make application for the estab- 
lishment of a New England Chapter. This 
would make the 45th chapter of the AFS. 


MISCELLANY: February production of pri- 
mary aluminum totaled 132,762 tons, against 
140,393 tons in January and 116,236 tons a year 
ago... Indiana Steel Products Co. of Canada 
Ltd. has bought the Hayward Tyler Foundries 
Co., Kitchener, Ont. . . Norton Co. will mark 
the formal opening of its new Santa Clara, 
Calif., plant with an open house, May 7-9... 
February orders for industrial furnaces were 
116 per cent larger than a year ago, the In- 
dustrial Heating Equipment Association re- 


ports. 


(As of March 23, 1956) 








Ld . 
Ld . 
FOUNDRY COKE : PIG IRON : NONFERROUS INGOT 
s 
(Per ar f.o.b. ovens) . nT . (Cents per pound, carlots) 
EEHIVE 8 s 
Connellsville ....... $16.00-17.00 ~ No. 2 Foundry Malleable - BRASS AND BRONZE: Red 
OVEN Bethlehem, Pa. .......... $61.00 $61.50 : ee a a ee oe 
Birmingham ........++++ $25.65 s Birmingham ........-..6+ 55.00 coe 8 50.75; high-leaded tin bronze, 
WIRED ig dscnslecas neu 27.50 : BRAID: 7 wchobeuvcsenonnes 59.00 59.50 . - 305, 47.75; No. 1 yellow, 
dena 97.00 S$ CHICAGO... .s ese se seen ees 59.00 59.00 5 ite ee ae ee 
SREY Saas suaneeteounes 27.50 * ee 59.00 59.00 = ; 
2 
Oe . Serer err 27.50 : DRMAN So cctcsesweeuocsss 59.00 59.00 = ALUMINUM: 99 per cent plus 
Indianapolis .........+++ 26.75 * OS, ie wicidaudisieaanans 59.00 59.00 ~ age — Secondary 
Kearny, N. J. ...sceeees 26.75 © Everett, Mass. ........... 65.00 63.00 S grees: Mo’ 1 an veanaer De 
Lone Star, Tex. ........ 19.50 > Fontana, Calif. .......... 62.50 S 4 27.50-28.50. ‘ 
ENN 5.50 ccucsc0s0s 27.50 s Geneva, Utah ...s000000 59.00 re : 
Montreal, Que. ......... 28.50 = Granite City, Ill. ........ 60.90 61.40 : ee aig oa at 
Neville Island (Pittsburgh) 26.25 : Lone Star, Tex. ......... 55.00 eed ; See den eee oe ar ee, 
New England, deld. ..... 28.55 4 Neville Island (Pittsburgh) 59.00 59.00 “4 
Painesville, O. ......-++ 27.50 a Steelton, Pa. ...ccccccces 61.00 61.50 ~ COPPER: Electrolytic 46.00 de- 
Phiiadelphia ..........+. 26.50 > Swedeland, Pa. .......... 61.00 61.50 : livered Connecticut valley. 
Bt. Paul 2... ccccscccccces 26.50 s Toledo, O. .osccesesescose 59.00 59.00 . 
ZINC: High grade 14.85 deliv- 
Swedeland, Pa. ........ 26.50 ~ Pin Pe, a: aeRO Ae 61.00 61.50 # ered. Die pa vars alloy No. 3, 
Terre Haute, Ind. ...... 26.75 = Toungstown, ©. 2i2s.cecss 59.00 4 18.00 delivered. 
e 


IRON AND STEEL SCRAP 


No. 1 Heavy No. 1 Heavy 
Melting Cupola Breakable 

Steel Cast Cast 
Birmingham ....... $37.00-38.00 °*$47.50-48.00 —s cs ee neeee 
Beston® § .ccccccccse **40.00-41.00 ©°40.50-41.00 =. ar eecccee 
BUEERIO ccc ccccccvwe 47.00-48.00 #*48.00-49.00 = ..iccceeee 
CUMGABO ccccccccecs 48.00—51.00 48.00-49.00 =§ car en eveee 
Cincinnati* . **49.00-50.00  °*46.00-47.00 *%*43.00—-44.00 
COVONENE 2cccecccce 52.00-53.00 54.00-55.00 46.00-47.00 
SEE wscceeecess **45.00 **43.00 **35.00 
Los Angeles ....... 42.00 vic. sore 
BUOW TOE” cccccvce 44.00-45.00 42.00-43.00 46.00-47.00 
Philadelphia ....... 51.00 49.00—50.00 53.0 
PUteDurgh ..cccccce SGSeueecke . Bebeeebese  \@uNSeReaee 
i i n0s06600+ 40.50 47.00 39.00 
San Francisco ..... 36.00 45.00 36.00 
| errr 38.00 **40.00 **33.00 

*Brokers’ buying prices. °**F.o.b. shipping point 


(Consumer prices per gross ton delivered, except as otherwise noted) 


Clean 

Auto Machinery Short 
Cast Cast Malleable Steel Rails 
bya aerea opis minate Te a $60.00-61.00 
Keene eres **42.00-43.00 +e nae ene 5s Fee ah 
eer eee **51.00-52.00 $eeeeenane 64.00-65.00 
53.00-54.00 53.00-54.00 60.00-61.00 65.00-67.00 
re T CCE e **55.00-56.00 Per errr eT **66.00-67.00 
54.00-55.00 55.00—56.00 60.00-61.00 70.00-72.00 
ao rere. ey a ee i s<caeew sas 
Puen eereais 55.00 68.00 paamemees 
48.00 ites, Biedovuesare 67.00 
45.00 TOG 2 astseienee 0 06=©=© Cee Oe 
Orr Cer ee ne eee 
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Ready mixed, uniform at all times 


Light Colored, odorless, non-corro- 


sive, non-fermenting 

Dries rapidly at room temperatures 
Unaffected by normal storage 
Will not boil or blister 

No appreciable gas generation 


Pasted joints are stronger than core 


* Trade Mark Reg. 


10 


12 


N 





Unaffected by mold humidity 


For pasting CO* cores 


Extra strong, uses 1/3 to 1/5 as 


much paste 


Cores may be reheated without 


damaging pasted joints 


Washes off hands and tools easily 


with warm water 


Send for Literature 





Whitehead Brothers (janes 


c OM PAH 





Manufacturers of 





Established 1841 


NEW YORK OFFICE 


324 West 23rd St., New York 11, N. Y. 


NEW ENGLAND OFFICE 


17 Exchange Place, Providence, R. |. 


For more information, use Reader Service Card, page 187 


LYQUAFLOUR 
cleaner surfaces, better 
JOINT SEAL 
Plastic compound for perfect seal- 
ing 
LYQUAFACE 
The liquid sand grain coating 
DOB-IT 
Ready-to-use core mudding com- 
pound 





3 Great Wheels for 


Non-Ferrous Grinding 


Norton ALUNDUM  resinoid, CRYSTOLON' vitrified 
and BN wheels cover a wide range of soft-metal 
applications ... adding the profit-boosting 


“TOUCH of GOLD” 


se 


A Norton CRYSTOLON Vitrified Wheel combines the abrasive and bond that make grinding this bronze casting an 
easier, more economical job. There’s no better wheel for grinding brass and bronze on any type of machine. 


FOUNDRY 














The most reliable way you can gauge any 
grinding wheel’s value is by its grinding quality 
— the factor which takes into consideration both 
wheel cost and labor cost. 


Continuous research and testing by Norton, 
together with many job-reports from non-ferrous 
foundries, prove that for three important types of 
soft-metal grinding there are three types of 
Norton wheels with exactly the right grinding 
quality to provide best performance at lowest 
cost. As follows: 


For Grinding Bronze and Brass, Norton 
CRYSTOLON vitrified wheels wear at just the right 
rate to assure the grinding quality that means 
more grinding for less money. 


For Grinding Aluminum, Norton 
ALUNDUM resinoid wheels offer the abrasive-and- 
bond combination that means fastest, coolest cut- 
ting action plus longest wheel life. 


For Cutting-Off and Notching gates and 


risers, Norton BN reinforced resinoid wheels a. ; 9g 

b; Be bial me og See A Norton ALUNDUM Resinoid Wheel, rough grinding aluminum 
ae Sees * ee Penes s _—_ _- castings, has the fast cutting action and long wheel life that add up to 
with fast cutting action and long wheel life. the ideal grinding quality for applications on this metal. 





Your Norton Distributor 


will be glad to help you select wheels that will add 
the cost-cutting, product-improving “Touch of 
Gold” to every grinding job, on every material 
and every type of machine. And remember: only 
Norton offers you such long experience in both 
grinding wheels and machines to help you pro- 
duce more at lower cost. Write for booklet 
‘Rough Grinding” to Norton Company, 
Worcester 6, Mass. Distributors in all principal 
cities, listed under “Grinding Wheels” in your 
classified phone directory. Export: Norton Behr- 
Manning Overseas Incorporated, Worcester 6, 


Massachusetts. 
W-1694 


A Norton BN Readecet Resinoid Wheel is not only 
useful for cutting-off and notching gates and risers but 

for light snagging and many other jobs. It’s one of in- > 
dustry’s safest, longest-lasting cut-off wheels. 





“Trade-Marks Reg. U. S. Pat. Off. and Foreign Countries 





Gilaking better products... to make your products better 


NORTON PRODUCTS: Abrasives * Grinding Wheels 


A B R A S i V E S Grinding Machines ¢ Refractories 


BEHR-MANNING PRODUCTS: Coated Abrasives 
Sharpening Stones * Pressure-Sensitive Tapes 
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NOW.. 


POSITIVE CUPOLA 
DUST CONTROL 


















Removes the SMALL Particles 
that create BIG Problems 


UST “cinder-catching” coarse particles that 

would settle on the foundry roof falls far short 

of solving the real cupola stack gas problem. 

AMERclone, designed originally for boiler fly ash, 

eliminates the five particles that often settle on 
parking lots and the surrounding neighborhood. 

One AMERclone system handles two cupolas 


alternately . . . permits full-time utilization of 





OMPANY, INC. 


266 Central Avenue, Louisville 8, Kentucky 
American Air Filter of Canada, Ltd., Montreal, P. Q. 
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AAL American Ax Fitter 


equipment. Dust and cinders are collected dry. 
This facilitates disposal and prevents corrosion on 
the collection system. And AMERclone maintains 
its efficiency over widely fluctuating gas volumes. 


Another AMERclone plus: metallic fume after- 
cleaner can be added at any time local conditions 
may require it. For complete information, call your 
local AAF representative or write direct for prod- 
uct Bulletin 291. 


SEE MODEL SYSTEM at the 
FOUNDRY SHOW 
booths 1309-1311 


Make a note, now, to visit the AAF exhibit 
and see a detailed model of the AMERclone 
system and actual installation operating data. 





FOUNDRY 


Eye 
Protection 










3 Types of AO Engineered Eye Protection 
For Foundrymen who 
Want the FINEST! 


482 Flexible Mask Goggle — Note all the 
apertures in the mask permitting air entry to help keep a 
foundryman cool! Yes, and the goggle’s light in weight — fits the 
features comfortably. This goggle can be worn over most 
types of personal glasses or Safety Rj glasses (it’s extra wide and 
has ample clearance). The interchangeable one-piece acetate 
lens is optically correct (like all AO lenses) and gives the 
worker security against flying particles. Field of vision is 
exceptionally wide. Elastic headband is quickly 
adjustable. Clear Frame, Clear or Green Lens. 








351A Air Conditioned Goggle —— Here’s the cup goggle 
for foundrymen who work in cramped places or wherever hot 
and humid conditions exist and quality protection from impact 
dangers is required. The AO engineered extension rings supply 

almost twice the usual ventilation without sacrifice of strength 

; or impact resistance. Eyecups are shaped to fit contour of each 
ee eye — are low set for wide angle vision . . . have smooth 
483 Flexible Mask Goggle @ “> rounded, snug-fitting edges . . . and won’t conduct heat 
- or electricity. (Note the side perforations for 
additional ventilation.) 















This goggle is identical with 
the "482" except that it 
has a Green Frame, with 


Pie an Manes bane Bridge is ball-chain type, insulated with tubing and 


quickly adjustable. Lenses are 50 mm. Super Armorplate or 

6 Curve Super Armorplate clear or 
Calobar, medium, dark, extra 
dark. Headband is one-piece 
rubber, easily adjustable. Rubber 
cushions available around edge 
of eyecups at slight extra cost. 






Can Supply You 
ALWAYS INSIST ON & 


TRADEMARKED LENSES 
AND FRAMES 






Your Nearest & Safety ~/ 
Products Representative AN 4 ( ) ; 
/\merican U/ptica 
by) TS DIVISION 






SOUTHBRIDGE, MASSACHUSETTS *« BRANCHES IN PRINCIPAL CITIES 
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Do you have a *500 
idea on hand? 





enter it in the 1956 
Gray Iron Redesign Contest 


win... ist Prize $500.00 


2nd Prize $250.00 
Srd Prize $100.00 


Select the best design, and the casting from this design, which you 
have converted from a competitive material to Gray Iron . . . it may 
be worth $500 in prize money to you. Tell us what it is and why you 
redesigned this product or part as a Gray Iron casting. Tell us which 
of Gray Iron’s many features added to its efliciency or reduced costs 
to make the redesign practicable. That’s all you do! 

Entries will be judged on the basis of (1) ingenuity of design; (2) 
cost savings; (3) performance advantages; (4) value to the industry 
in widespread application. See the examples of previous winners 


shown below. 





1955 WINNER! 


1954 WINNER! 


1953 WINNER! 


This is an automatic 
valve. Redesign in Gray 
Iron saved 70% in pro- 
duction costs and elimi- 
nated a service problem. 


This screw nut originally 
was hogged out of bar 
stock. As a cored Gray 
Iron casting, it reduced 
costs by 83%. 


This Gray Iron machine 
base saved 50% over 
fabricated steel design. 
It also improved the 
appearance and added 
desired performance 
factors. 


GRAY IRON FOUNDERS SOCIETY 


For more information, use Reader Service Card, page 187 


MAKE IT BETTER WITH GRAY IRON 





FOLLOW THESE EASY CONTEST RULES 


1. Submit an 8” x 10” glossy photograph of the Gray Iron 
casting you wish to enter. If possible, also submit a 
photograph of the original design before it was con- 
verted to Gray Iron. 

2. Write all the facts leading up to your design; such as 
why you thought of Gray Iron, how much was saved in 
labor and/or material costs, how much efficiency was 
gained. Give the facts that will tell us how the Gray Iron 
casting is working out better than the original design. 
3. Mail the photographs and all facts about your redesign 
to: Redesign Contest, Gray Iron Founders’ Society, Inc., 
National City-East 6th Bldg., Cleveland 14, Ohio. Your 
entry must be postmarked not later than July 1, 1956. 
4. This contest is open to all persons engaged in the entire 
metal-working industry. Entries may be made jointly by 
two or more individuals. Awards will be made at the 28th 
annual meeting of the Society in Hot Springs, Virginia 
on November, 2. 


WHY THE SOCIETY SPONSORS THIS 
CONTEST EVERY YEAR... 

Part of the Society’s marketing program is to uncover 
new ideas for Gray Iron castings which have been pro- 
duced in this country’s Gray Iron foundries. 

The best ideas are usually thought of under the pres- 
sure of competition, such as when a foundry has to dig 
hard to offer improvements to existing products or parts 
in order to replace competitive materials. That’s why we 
ask for redesigns. 

The best casting designs are given adequate publicity. 
Then everyone interested in improving his products 
learns of Gray Iron advantages and can perhaps raise 


his own product standards by converting. 
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LET'S GO... with BRICK 


Pack your bag, jump in your car, board your ship, 
your train, your plane—join America on the go. 
And thank brick that you can go. Refractory 
brick that produces the concrete for your highway, 
the turbines for your ocean liner, the stainless 
steel for your streamliner, the wings for your plane. 


Everything that’s made or that moves owes its 
existence to the fires of industry contained by 
valiant walls of refractory brick—refractories 
which withstand enormous heat for days, for 


weeks, for years. 


How great the heat to be mastered? Where? 
















When? How long? These are the concern of the 
refractory scientist, and it is the mission of General 
Refractories Company to meet the requirements. 
To do this job, General Refractories maintains 
the world’s greatest refractories laboratory, draws 
on resources the globe around for materials, and 
makes and distributes exactly the right refractory 


to industry, everywhere. 


4 Complete Refractories Service 
GENERAL REFRACTORIES COMPANY 


Philadelphia 2 


SEND FOR THE MOTION PICTURE: THE GREFCO STORY 









|GREFCO 


Itis a beautiful 16 mm. motion picture in full color 
and sound which relates the fascinating and little 
understood story about the refractoriesindustry ... 
the industry behind industry. Viewing time is 26 
minutes. If you would like to show it to executive, 
employee, social, church or other groups, a re- 
quest on your letter head is all that is necessary. 
Address General Refractories, Philadelphia 2. 


















This process eliminates the use and cost of heavy equip- 
ment, and can be located anywhere in a foundry. It is ideal 
for shooting machines, shell molding and hand ramming. 


Solid castings are assured. Cores harden in the core box 
and are not subject to deformation by handling and trans- 
porting. Extremely small tolerances can be maintained. 


Production is incredibly fast. 30 to 50 cores, in a gang, 
can be hardened in seconds. Shell molding—usually 
complicated—is simple and inexpensive. Rejects caused 
by hot tear are reduced to a fraction. 


Cores are easy to handle and may be placed in produc- 
tion immediately, or, they can be stored at normal 
temperatures. Obnoxious fumes are eliminated. Sand 
recovery is excellent. 


Carbon Dioxide process hardens molds and cores 
in 3-to-15 seconds—eliminates ovens! 


The carbon dioxide injection process is the first 
and only method of “baking” molds and cores 
without heat. Pureco CO, used in conjunction 
with specially prepared water glass binders can 
reward foundrymen with phenomenal savings in 
time, space, and capital investments while pro- 
viding unprecedented flexibility. See your Pureco 
man for full information. 


Eliminates baking ovens . . . saves time 
High dimensional stability of cores 
Fewer wires and core grids required 
No dry shells for cores 

Eliminates fumes when pouring 


Reduces rejects 


AT THE FRONTIERS OF PROGRESS YOU'LL FIND... 


a 


PURECO 


a e oy 
Pure Carbonic Compan 
A Division of Air Reduction Company, Incorporated 
General Offices: 60 East 42nd Street, New York 17, N. Y. 
PURE CARBONIC COMPANY is a division of AIR REDUCTION COMPANY, INCORPORATED i Principal products of other divisions include: 


AIRCO — industrial gases, welding and cutting equipment and acetylenic chemicals ¢ — medical gases and hospital equipment 
e NATIONAL CARBIDE — pipeline acetylene and calcium carbide .¢ COLTON — polyvinyl acetates, alcohols and other synthetic resins, 
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Look at whats new 


in faster yard service 


New WHITING Heavy-Duty TRACKMOBILE 
Speeds Up Freight Car Switching, Spotting, Hauling! 


The new Heavy-Duty Trackmobile ous all-weather, day and night service 
lowers costs by keeping freight on the with a minimum of maintenance. 

move! It easily pulls heavily loaded The Heavy-Duty Trackmobile ends 
freight cars, expedites production, saves demurrage losses and wasted waiting 
manhours. Exclusive design provides time. It provides a completely new effi- 
both road and rail utility . . . eliminates ciency never before possible. It’s pow- 
bottlenecks and clogged sidings. Rug- erful and dependable, does big jobs at 
gedly constructed, it provides continu- little cost. Look to the Trackmobile for 

WHITING CORPORATION a new way to cut costs! 













15661 Lathrop Avenue, Harvey, Illinois 


Manufacturers of CRANES « TRAMBEAM « FOUNDRY, 
RAILROAD AND CHEMICAL EQUIPMENT 


The Trackmobile principle of 
operation has been proved in 
hundreds of applications in 
scores of industries! 






Heavy-Duty 
TRACKMOBILE” 





On rail wheels the 
Trackmobile pulls 
freight cars — moves 
to and from the track 
on road wheels. Use 
it to pull skids and 
carts when on 

road wheels. 


Write today for the new 
Heavy-Duty Trackmobile 
Bulletin T-115. Indicate 
your particular car moving 
problems and we'll be 
glad to suggest ways the 
new Trackmobile will save 
you both time and money. 
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LAI'’s 
LOOK at 


OVENS for every baking requirement 


OVENS that will be faster and less 
expensive to operate 


OVENS that are designed to best fit 


your operation 


Carl Mayer designs and manufactures all types of ovens 
as well as “specials” to meet unusual operating condi- 
tions. Most incorporate the Carl Mayer recirculating 
heating system with sealed combustion chamber that 
keeps gases from prematurely escaping into the load 
area. Cores and molds are baked evenly with no burn- 
ing. Temperatures are always under control. 


Write for Bulletin 53-CM 


TOP RIGHT—This large car type mold oven is installed at Pittsburgh 
Steel Foundry. Its special triple slotted panel construction reduces 
heat loss 1/3. Fuel savings up to 50% over old conventional meth- 
ods are possible.. Drying time is often cut in half and temperatures 
are uniformly controlled. 

MIDDLE RIGHT—This rack type core baking oven is at the Fremont 
Foundry Co., Fremont, Ohio. It is equipped with a recirculating 
combination gas-oil fired heating system. 

BOTTOM RIGHT—Vertical Core Oven (unloading position) at A. 
C. Williams Company, Ravenna, Ohio. This oven is 11’-0’ wide 
x 1%.0” deep x 45/-0” high. 

BELOW—Our standard rolling drawer type core baking oven. 
The heating equipment (not shown) may be mounted on floor be- 
side unit or on the roof. Particularly adaptable to brass and 
aluminum foundries. 


~carl mayer- 


3030 EUCLID AVENUE CLEVELAND 15 eo} ate) 


OTHER PRODUCTS: Heat Treating Ovens and Furnaces @ Rod Bakers 
e@ Welding Rod Ovens @ Paint and Ceramic Drying Ovens @ 





Special Processing Equipment and Accessories 


FOUNDRY 


For more information, use Reader Service Card, page 187 
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High refractory value, high green 
strength, high dry strength at high 


, temperatures! For the bonding 
— tHE WORLD S agent with greater durability and 
INEST (LA economy ask for, and insist 
Y DEPOSITS on getting, Cedar Heights 
“*Bond."' Produced in 
No. 8, 12, 16, 20, 
30, and 50 meshes. 





Makes a smooth, working sand and saves you money, too. 


Can be shipped anywhere, anytime. See your distributor today. 


COMPANY 











As abundantly demonstrated in thou- 
sands of successful installations, the 
simplest, most economical and most reliable 
source of compressed air for all pneumatic 
plant services is the Fuller vane-type 
Rotary Compressor. 
This compressor has an irreducible number 
of moving parts—rotors, blades and 
bearings—and for this reason it is ideally 
adapted for continuous service in out- 
of-the-way locations without attention. 
With direct-connected motor drive and 
operating with incredible lack of vibra- 
tion, these compressors run for days on 
end without even being seen, much 
less inspected. 
When you need such performance, it 
will pay you to specify Fuller Rotaries— 
for pressure up to 125 psig. and capacities 
to 3300 cfm. 
Detailed information on design charac- 
teristics, and typical applications will 
be forwarded promptly on request. 


FULLER COMPAN Y, 148 Bridge St., Catasauqua, Pa. Fuller 


1317 GENERAL AMERICAN TRANSPORTATION CORPORATION SUBSIDIARY 


. ; ’ cig ... pioneers in harnessing AIR 
©-2°! Chicago - San Francisco - Los Angeles « Seattle - Birmingham . 


For more information, use Reader Service Card, page 187 FOUNDRY 





What 
are your 
Gictats 
castable 
problems 





Castables 

B&W Kaocrete-32 

Special High Temperature Service —T° 3200 F 
B&W Kaocast 


High Temperature, General Purpose Use— 
To 3000 F 


B&W Kaocrete-A 
General Purpose Use—To 2700 F 


B&W Kaocrete-B 


Ease of Plastering in General Purpose 


2300 F 


For 
Use—T0° 


B&W Kaocrete-D 


For Extra Strength and Abrasion Resistance — 
To 2500 F 





1 


¢ High Temperatures? 


Ty -Noldettielainel slo ages lola 


¢ Slag Attack? 


io 3 | 
verhead Applications ? 


¢ Insulating Properties 
Required? 


B&W make i 
bah s a wide ran 
ihe eae refractory ad 
am Zel0| amo) ge) 0} (=) | 
es m, you will 
elpful data in B&W Sistin ape 


Send for your copy today 


CASTABLES 


AMMING Mix 


of products and uses 


Baw Kromecast 

Chrome-base Castable for Resistance to Attack 
of Slag and Other Reactive Products— 
To 3100 F 12 


B&W Hydrochrome 

Chrome-base Castable 
of Slag and Other Reactive 
To 2800 F 


for Resistance to Attack 
Products— 


Insulating Concrete-Mixes 


B&W Kaolite-20 ° Kaolite-20-Gun 


an" Baw Kaolite-22 ° Kaolite-22-Gun 


For Castable Convenience Plus Insulating 
Effect 


« WHLCOX 


Gene a 
LZYa OF Fic. S34 













FIND THE CAUSE OF CRACKS 


and you’ll cut 
the COST of castings 









With the black light of Magnaflux-Magnaglo, 
you can give a low cost check to each produc- 
tion step to find WHERE and WHY invisible 
cracks are being “built-in” your castings. 


TREATING : 


HANDLING 
GRINDING 


A high percentage of cracked castings How much you can save with Magnaflux 
doesn’t just happen—there’s always a naturally depends somewhat upon your 
reason. It may be in pouring, sprueing, own operation. In practically every case 
shake-out, cleaning, handling, grinding or Magnaflux can help you to turn out better 
heat treating — even shipping. castings at greater profit per casting. Ask to 


But which step is at fault? why? have a Magnaflux engineer give you the 
facts and figures! They’re interesting and 


By answering these questions, non- ; c 
y & q enlightening! Set the date now! 


destructive inspection with Magnaflux* 
can help you SAVE MONEY. By sample *Magnaflux is a registered trademark 
checking of the output from each produc- oT ae 

tion step, Magnaflux shows where the cracks 
first appear, helps you to find the faulty 
operation or process and suggests the rem- 
edy. Correction often involves only a minor 
change in production techniques. Result: 
production runs with almost no cracks. 





MAGNAFLU X 


maeguwnartaun 





MAGNAFLUX CORPORATION IMPROPER HANDLING CAUSED THIS CRACK 


7350 West Lawrence Ave. + Chicago 31, Ill. White line on bell-end casting for an electric motor is a Magnaglo indication 
of a crack. Sampling inspection with Magnaflux showed handling methods 
were consistently causing this crack. With the cause located, correction 
New York 36 « Pittsburgh 36 + Cleveland 15 was simple — production of sound castings increased. 


coaroanviow Detroit 11 * Dallas 19 « Los Angeles 58 
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for the newest in coated abrasives ...watch BEHR-MANKMING / 


A natural for polishing intricately 
shaped casting surfaces. 


Favorites for bringing-up superior 
finishes in fast time. 


Tops for removing flash from dif- 
ficult inside contours. 


Faster, easier way to finish 
non-ferrous castings 


With these BEHR-MANNING Coated Abrasive Belts on the job, 
you'll come up with consistently better finishes every time. 
For example, this operator (above) turns out a steady 

flow of cast aluminum parts in record-breaking time. 


Foundries everywhere are finding BEHR-MANNING Coated 
Abrasive Belts the answer for superior finishes at 

today’s increased production demands. Try them yourself, 
in your foundry or at a nearby BEHR-MANNING 
Application Room. A BEHR-MANNING Representative will 
gladly demonstrate. Call him today, or write 
Behr-Manning, Troy, N. Y., Dept. F-4. 


In Canada: Behr-Manning (Canada) Ltd., Brantford 
For Export: Norton Behr-Manning Overseas Inc., New Rochelle, N.Y.. U.S.A 


A COATED ABRASIVES 
EHR: NING y Ay SHARPENING STONES 
AL PRESSURE-SENSITIVE TAPES 


ideiaias of NORTON Company 
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cuts costs and speeds production 


In preparing foundry sand, if you can speed pro- 





duction and maintain high quality you cut costs. 
A Clearfield Mixer, with its speed, dependability 
and special mixing features, prepares your sand 
properly and exactly as you want it, thus paying 


for itself many times over. 


Write today for Catalog No. 83. 












Clearfield Mixers are available in 


many sizes to meet every need. 


CLEARFIELD 


MIXER 
fast, CLEARFIELD 


MACHINE COMPANY 


CLEARFI 
PENNSYLVANIA 


thorough 


EL 
sand preparation /U.S.A 





‘FOUNDRY 
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(Wheel guard removed to reveal grinding action.) 


The portable grinding of weld beads 
demands a wheel that can take it. 
This B7 Bond Resinoid Cup Wheel, 
for instance, is built to chew through 
the heaviest welds you'll find. In fact, 
for all your rough grinding and 
snagging on castings and forgings, 
whether steel or non-ferrous, your 
best bet is a portable wheel by 


PHOTOGRAPHED AT 


CARBORUNDUM. They're made in 
both aluminum oxide and silicon 
carbide, specially bonded to give 
maximum strength and safety even 
on severest applications. And they 


maintain their high initial rate of 


cut for the life of the wheel... give 
highest production at lowest abra- 
sive cost. A good man to see is your 


Through application “know-how” and product quality 


CARBORUNDUM 


REGISTERED TRADE MARK 


CUSTOM METAL PRODUCTS CORP., DETROIT, MICH 


CARBORUNDUM Distributor or sales- 
man. He'll recommend the best 
wheel for every portable grinding 
job in your shop. Call him today, 
or write The Carborundum Com- 
pany, Niagara Falls, New York. 
In Canada: Canadian Carborundum 
Company, Ltd., Niagara Falls, 
Ontario. 


continually puts more | sense | in your abrasive 











“Business Publications keep us 
on top of latest developments” 


says FRANK F. ELLIOTT President, Crane Co. 


Management men in all industries regard busi- 
ness publications as their best source of reliable, 
timely news about every phase of business. 


“We sell more than 40,000 products in dozens of 
markets,” continues Mr. Elliott, “and to keep our 
sales curve healthy we need up-to-date facts 
upon which to base decisions. That’s the reason 


we read business publications regularly — adver- It's no wonder advertisers find business pub- 





tisements as well as news.” 


NpiP. 





NATIONAL BUSINESS PUBLICATIONS, INC. tas x street, w. w., Weshington 5, D.C. + STerling 2.7535 


The national association of publishers of 173 technical, 
professional, scientific, industrial, merchandising and 
marketing magazines, having a combined circulation 
of 4,098,937 .. . audited by either the Audit Bureau of 
Circulations or Business Publications Audit of Circula- 
tion, Inc... . serving and promoting the Business Press 
of America . . . bringing thousands of pages of special- 
ized know-how and advertising to the men who make 


52 


lications provide a direct sales route for any 
product or service of benefit to business or pro- 


fessional men. 


decisions in the businesses, industries, sciences and 
professions...pin-pointing the market of your choice. 


Write for a list of the NPB publications and the 
“Here’s How” booklet, “How Well Will We Have to 
Sell Tomorrow?”, written by Ralston B. Reid, Advertis- 
ing & Sales Promotion Manager of the Apparatus Sales 
Division, General Electric Company. 
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There’s never a doubt 
when you use 


SMITH oN 


With Smith L-O on the job, you can cast doubts 

aside when you’re casting. How come? Well, first of all, 
Smith L-O has a guaranteed uniformity and 
incomparable quality that means better, finer 

castings — for sure. Secondly, when you use 

Smith L-O you can use the grade that is based 

on the recommendation of a Smith Foundry Service- 
man. His “‘shirt-sleeve”’ training qualifies him to 
analyze your specifications and then come up with the 
right answer for you. Forget sitting on the fence when 
it comes to purchasing core oil. Look first to 

Smith L-O ... the name that stands for a 


service as well as a product! 
























SMITH REPRESENTATIVES 
@ ALGONQUIN CHEMICAL CO.,INC. @ PACIFIC GRAPHITE CO., INC. 


Hamburg, Pennsylvania Los Angeles 22, California 
@ FOUNDRIES MATERIALS CO. @ ST. LOUIS COKE & FOUNDRY 
Coldwater, Michigan SUPPLY CO. St. Louis, Missouri 
@ FOUNDRY SERVICE CO. @ BRUCE-CONREAUX CO. INC. 
Birmingham, Alabama Indianapolis 7, Indiana 
@ F. F. SHORTSLEEVE @ WESTERN INDUSTRIAL SUPPLY CO. 
Elmira, New York Portland 14, Oregon 


@ MALCOLM G. STEVENS 
Arlington, Massachusetts 


Sih Q CoreOl Wy, 
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HIT OF THE FOUNDRY SHOW 


THE NEW GUN FOR REFRACTORIES — Eastern Clay proudly presents the 
finest refractory gun in history, created to give the foundryman the sweet- 
est, smoothest, easiest operating gun he ever handled. The new Cupolinor 
1500, built on the success of hundreds of installations of the original and 
widely popular Bondactor, is completely re-designed with many new fea- 
tures that will give you a new experience in automatic operation, simplified 
handling and control and high-speed, long-life, low-cost performance. 


Write today for folder ‘Patching with Cupolinor”’ 
ol) . 
EASTERN CLAY PRODUCTS DEPT. Wenge 


INTERNATIONAL MINERALS & CHEMICAL CORPORATION 
General Offices: 20 North Wacker Drive, Chicago 6 
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FRONTIER 
40-E 


Aluminum 


Alloy 





















As shown in the table at the right, castings 
made of Frontier 40-E Aluminum Alloy grow 
stronger as they age w.thout brittleness or loss 

of elongation. Yes, parts made of Frontier 40-E 
actually grow stronger while in use! Frontier 
40-E is the outstanding high-strength aluminum 
alloy, due to a unique metallurgical formula. 
Frontier 40-E is an aluminum alloy containing 
zinc with magnesium, titanium, and chromium as 
added ingredients that result in great strength and 
absence of brittleness without special and costly 
heat treatment, It has been proven by extensive tests 
that “40-E” reaches stability at room temperature. 
After this stabilization has taken place there is little 
further change either to increase or decrease physical 
values. Frontier 40-E Aluminum Alloy is also Shock 
Resistant; Corrosion Resistant, even under stress; has 
excellent machineability; is fine grained for Pressure 
Tightness. 


Technical advice and service is avail- 
able to designers and licensees. 











improves 
















FRONTIER 40-E Aluminum Alloy 








TIME YIELD 
AGED STRENGTH 


21 days 25,440 
2 years 31,300 
2’2 years 30,650 
3. years 29,400 
42 years 30,075 
8 years 31,550 


TENSILE 
STRENGTH 


34,400 
39,300 
39,050 
37,900 
38,000 
37,025 


ELONGA- 
TION 


aa 
4.5 
4.5 
4.0 
3.75 
3.3 















The above figures were derived from 12 sample 
casts made over a period of 8 years. Figures shown 
are the average of all the samples in each group. 


Please send me a copy 


Name 

Company 

Address 
City 


State 
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of the Alloy Data Book 
giving engineering and metallurgical facts on the 
physical properties of Frontier “40-E”. 






FRONTIER BRONZE CORPORATION 


4878 PACKARD ROAD, NIAGARA FALLS, NEW YORK 





































Wheelabrator 





provides: 
SUPER SAVINGS in cost SUPER TIGHT machine 
of operation construction 
SUPER SAVINGS in cost SUPER BLASTING 


of maintenance wheelabrator unit 


Endless Belt 
TUMBLAST 








lon, 
FROM WHEELABRATO™ 


IN BLAST CLEANING DEVELOPMENTS 
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SEE IT 
UNVEILED 
on the stage 
‘ | at the 
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CORPORATION of Airless Blast Equipment 
505 S. BYRKIT STREET, MISHAWAKA, INDIANA 





JUNIORS SOLO WINS AT POLO 


(control does the trick) 










CHIEF KEOKUK.: 

‘Where polo ball? How me 
YiGTIE + 21 Gy #7 bit ball when no see ‘um?’ 
; CHIEF KEOKUK JR. 
“This Injun version of ‘hidden ball trick.’ 
Control of ball wins chukker!”’ 
PRINCESS WENATCHEE : 
‘“Junior’s goal is control 
—and that always pays off 


1/7 





Control pays off . . . in polo or proc- 
essing iron and steel! Many leading 
foundries and steel plants control 
costs and quality with Keokuk Silvery 
Pig Iron . . . the superior form of sili- 
con introduction. Pig for pig, car for 


car, its uniformity never varies. Han- 
dle it by magnet... charge it by 
weight (or count the piglets for equal 
accuracy). Leading aluminum pro- 
ducers specify Keokuk Silicon Metal 
for uniform high purity. 





When you think of SILICON think of KEOKUK! 


ELECTRO-METALS COMPANY keoxux, iowa 
Wenatchee Division, Wenatchee, Washington 


SALES AGENT: MILLER AND COMPANY 


332 S. Michigan Avenue, Chicago 4, Illinois 
3504 Carew Tower, Cincinnati 2, Ohio 
8230 Forsyth Bivd., St. Louis 24, Missouri 









Keokuk Silvery Pig Iron is available in 6O 
and 30 pound pigs and 122 pound piglets < y 
...In regular analysis or alloyed with other » leg Ves 

elements to match your requirements. af 


FOUNDRY 
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Move them while they're hot! Moving 
ingots is just one of the many jobs han- 
dled by Clark trucks at American Alloy 
Co., Kansas City, Mo. 





VMiove them while they're hot... 


cooling can 


In a fast operating foundry the time to move ingots 
is while they’re hot. Minutes after drawing off the 
mold, a versatile Clark fork truck can pick up hot 





American Alloy's versatile Clark truck handles scrap with a Bottom Dump 
Hopper attachment. When straight forks are needed, the Hopper attach- 
ment is easily and quickly removed. 


April 1956 
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cost you production! 


ingots . . . move them to storage for cooling. Floor 
space is kept clear for further production. 

Or if the job calls for handling scrap, a Clark fork 
truck with a Bottom Dump Hopper is used. Or maybe 
the Clark truck will have Rotating Forks for dump- 
ing castings, or, maybe it will drive into annealing 
ovens to stack pots. The point is—whether using 
straight forks or special attachments—your Clark 
truck will keep busy on a multitude of jobs, 

Gas, LP gas, diesel or electric—from % ton to 12 
tons capacity—no matter what power type or size, 
your Clark truck is full time equipment. Take a look 
in the Yellow Pages under ‘“Trucks, Industrial’’ for 
your local Clark Dealer. He’s the man who can show 
you the dozens of uses a Clark truck has in any 
foundry ... namely yours, 


Industrial Truck Division 
Ci apo] 4 CLARK EQUIPMENT 
COMPANY 


EQUIPMENT Battle Creek 16, Michigan 














The Atlantic Foundry Co., of Akron, Ohio, 
is thoroughly sold on Chateaugay, Republic’s 
Premium Pig Iron. Here is how Mr. Marcel 
Reymann, Vice President of Iron Foundry 
Operations, puts it: 

“We have a job in our shop right now that 
I don’t think could be done economically with- 
out Chateaugay. It’s a ram and cylinder casting 
for a hydraulic press used in making plywood. 
Up until a few months ago, we made these 
parts of cast steel to withstand the tremendous 
pressures required by the completed press. 
Now we’re making them out of ““GRA-STEEL”, 


using Chateaugay, and passing ona 21% saving 





to our customer.” 

Mr. Reymann continues: ‘“‘We’ve tried other 
types of iron over the years and have settled on 
Chateaugay as a good solid, dependable iron. 
Much of our success in producing consistent 
quality castings can be attributed to the year-in, 
year-out uniform chemistry of Chateaugay, 
with each carload being as good as the last.” 

Why not check your own production in the 
light of these advantages? Or better yet, mail 
the coupon to secure the services of a Republic 
Pig Iron Metallurgist. He will be glad to dem- 
onstrate how you can benefit by using Chateau- 
gay, the low-phosphorous, copper-free pig iron. 


REPUBLIC 


=S eS 
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at 


STEEL 





mePUsiic) Worlds Widest Range of, Standard Steele 


FOUNDRY 








permits foundry 






fo pass on 
Lie savings 


~ to customer 


LONG-TERM SAVINGS are yours when you use Republic 
Chain Products for your heavy-duty handling operations. 
Not subject to kinking or fraying, chain delivers long service 
with complete safety. Republic can furnish the proper type 
and accessories for all applications in alloy, high carbon or 
low carbon steel, and wrought iron. Send coupon for data. 
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TIME SAVINGS in your store room can be realized by using 
Republic Wedge-Lock Steel Shelving, especially designed 
for high stacking of great weights. Joints actually grow 
tighter and stronger as stored weight increases. Result is 
orderly stocking of products or supplies. Location of needed 
items is easy; time spent taking inventory is minimized. 


GAIN SAVINGS IN SPACE for increased production or im- 
proved materials movement by using Republic Materials 
Handling Equipment. Complete line includes all types of 
steel boxes, skids, pallets and stacking racks. All units are 
ruggedly constructed to assure long, efficient service at 
lowest per-year cost. For illustrated literature, clip and 


mail coupon, today. 


REPU UBLIC STEEL CORPORATION 


Dept. C-1534 
3132 East 45th Street, Cleveland 27, Ohio 


(] Please have a Pig Iron Metallurgist call. 


I am interested in more information on: 
[_] Chain Products [] Steel Shelving 
(_] Materials Handling Equipment 

Name 

Company 

Address See 


Cie ON 
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Improve the Structure of Cast Iron 


Soa ca, ry My, 
STABILIZED PEARLITE... 
FI. + 





Figure 1. This micrograph (nital etch x 259) shows a critical sec- 
tion in the bore of an automotive cylinder. The section is made of 
unalloyed iron containing 3.24 per cent carbon and 2.12 per cent 
silicon. Note the large white areas of ferrite which make the 


cylinder soft and subject to failure by wear and scuffing. 


Figure 2. Here is the same location in a similar cylinder made 
of chromium iron. The iron contained 3.24 per cent carbon, 2.45 
per cent silicon, and 0.51 per cent chrcmium. You can see that the 
addition of chromium has produced a fine-grained pearlitic struc- 


ture which is resistant to wear and heat. 





Today, high-quality iron castings must meet specifica- 
tions calling for specific microstructures, especially in 
critical sections where failure is most likely to occur. For 
the foundryman who must guarantee a pearlitic structure 
in castings subject to wear, heat, and abrasion, chromium 
is an indispensable alloying element. 

Unalloyed iron may show wide variations in microstruc- 
ture in the same casting, especially in sections subject to 
rapid cooling. These sections will usually contain large 
quantities of ferrite, as shown in Fig. 1. Addition of as little 


as 0.25 to 0.50 per cent chromium, however, will prevent 





the formation of ferrite, giving a siable pearlitic structure, 
as shown in Fig. 2. These stabilized chromium irons are 
widely-used in castings for heavy-duty automotive engines. 

ELECTROMET produces a complete line of chromium alloys 
for use in structure control of cast iron. For ladle additions, 
ELECTROMET makes several grades of ferrochrome and 
ferrosilicon-chrome. When chromium is added to the 
cupola, foundrymen may use “EM” chromium briquets. For 
complete information about these chromium alloys, as well 
as technical assistance in their use, contact your nearest 


ELECTROMET office. 


Electro Metallurgical Company 


A Division of Union Carbide and Carbon Corporation 


30 East 42nd Street [gg New York 17, N. Y. 


e Chicago « . 
e | Angel . ¢ Pittsburgh « § F 


The terms ‘Electromet’’ and “EM” are registered trade-marks of Union Carbide and Carbon Corporation. 
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behind 


today’s newest 


farm 


~~ |DEMMLER 


The Oldest Name in Core Blowers 








the DEMMLER 3T... 


Owning a DEMMLER 3T is like 
owning two core blowers at the 
same time. 3T is fast and efficient 
—has actually increased produc- 
tion over 100% in some foundries 
—and it plays a specialized role 
in the giant farm machinery industry. 

This versatile machine blows its two 
core boxes separately. It has two separate 
magazines and two automatic vibrating 
sand feeders, which permit running two 
different sand mixtures at one time. 

The DEMMLER 3T—a fully automatic, 
one-man operation—is the result of 45 
years engineering experience in building 
core blowers which today lead in high pro- 
duction. Low maintenance cost is a guar- 
anteed product of Demmler construction 
and design. 

When yours is a core blowing problem, 
call in a Demmler engineer. 








PRECISION CORE BOX VENTS 


Demmler is by-far your best source for 
precision core box vents, manufactured 
by specialists who pioneered in the core 
blower industry. Many sizes, slot widths 
and screen meshes are available in brass 
and steel core box vents. 


NEW HL TT] 1 150 Mesh Vents 


A new general purpose vent which practically 
eliminates the cleaning courser screens de- 
mand. Write for literature on Demmler vents. 


WM. DEMMLER & BROS. 
KEWANEE, ILLINOIS 





DETROIT “occe ELECTRIC 


ATTRITION MILLS AND GRINDING PLATES... 





BERYLLIUM COPPER MASTER ALLOYS... BRASS 


AND BRONZE PLUMBING GOODS... BRONZE 


BEARINGS AND BUSHINGS ... BRONZE TEXTILE a 
MACHINE PARTS... COAL STOKER PARTS... 1 
DIALS AND GAUGES... DIES... DUCTILE ° : 
IRON PARTS FOR CEMENT MIXERS, LAWNMOWERS ; 
AND ORDNANCE MATERIAL... HIGH STRENGTH r 
IRONS FOR AUTOMOTIVE PARTS... JET ENGINE ; 


PARTS ...M©MALLEABLE IRON AGRICULTURAL IM- 

PLEMENTS ...MASTER ALLOYS AND INOCULANTS 
- »- NAVAL ORDNANCE BRONZES... NICKEL 

ANODES... OIL WELL PUMP LINERS —— 

PARTS FOR ELECTRICAL PRECIPITATORS ... RE- 

COVERY PROCESSING OF METALLIC DROSSES... 

SPECIALTY STEELS ...TOOL STEELS... ©} 


TOOLS... WELDING ROD ALLOYS. 





Detroit Evectric Furnadcl 


KuhIiman Electric Company B 






Foreign Representatives: in BRAZIL—Equipamentos Industrias, ‘‘Eisa’’ Ltd., Sao Paulo; CHILE, ARGENTINA, PERU and VENEZUELA: M. Castellvi Inc., 150 Broadway, 
New York 7, N. Y.; MEXICO: Cia Proveedora de Industrias, Atenas 32-13, Apartado 27A3, Mexico 6, D. F., Mexico; EUROPE, ENGLAND: Birlec, Ltd., Birmingham. 
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FURNACES 


melt metal 
for almost 
everything! 





The list on the opposite page testifies to the ver 
satility of these great furnaces. Hundreds of high 
quality products, in bronze, brass, iron and ductile 
iron, are cast from the efficient flow of metal pro- 
duced by Detroit furnaces. 


The indirect arc, free of the molten metal at all 
times, produces alloys of precise analysis in melt 
after melt. Rocking action results in maximum heat 
transfer, optimum utilization of power. 


Detroit Rocking Electric Furnaces are capable of 
doing many jobs well. One furnace, equipped with 
extra shells, can melt a variety of metals and alloys. 
Interchange of shells is quick and easy, and the 
savings in installation work, transformers, wiring 
and floor space is large and important. 

Capacities of Detroit Electric Furnaces range from 
10 to 10,000 pounds. 

Send us your operating data. Let our engineers 
show you how a Detroit Electric Furnace will meet 
your needs. 





See Us At The Show! 
1956 Castings Congress and Exhibit 
Atlantic City, May 3-9 
Booth 1920 











WRITE FOR FREE BOOK 


“High Production with Consistent 

Quality,’’ shows and describes 

how you can get fast, modern, 

efficient melting. Includes ratings 

and operational data on all 

«x eacereare PUSM ; Detroit furnaces. Write today 


for Bulletin 559 


rua Davee 




















Division 
Bay City, Michigan 
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the gas 
fork truck 
that makes 


the fewest 











and shortest 
trips to the 
maintenance 
shop... 
BAKER “FG” 





Industrial trucks “out-of-service” mean dollars down the drain...not only repair 
dollars, but even more dollars for lost work. That’s why we loaded the Baker “FG” 


gas trucks with features that mean substantially more time on the job. Here are a few: 


Heavy-duty industrial truck engine operates at optimum RPM for least strain and 
abuse. Pistons are balanced to grams instead of ounces, crankshaft to 4 inch-ounces, 
connecting rods to 2 grams. Compact, rigid “power train” requires no troublesome 
universal joints. Clutch housing is split for better accessibility. Single oil supply 
lubricates entire assembly. Large full-floating, self-equalizing, self-energizing brakes 
have single-point adjustment. 

Baker “FG” gas fork trucks, available in 3000, 4000, 5000 and 6000 pound capacities, 
are the only gas trucks with a full 6-months’ warranty ...an added assurance. Write 
for specific bulletins. 


THE BAKER-RAULANG COMPANY 
1223 WEST 80th STREET © CLEVELAND 2, OHIO 








handling equipment Subsidiary of Otis Elevator Company 
‘ 6G2 
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BOOST CORE 


OUTPUT 


ue 10 400% 


... Stabilize quality, too! 


3 BASIC MODELS 














Automatic Double Roll- 
over Core Draw Ma- 
chine. Shown with 
automatic pushout 
device (optional 
equipment), (Model 
No. SP-2020), which 
positions the drawn 
cores for easier re- 
moval. Pushout device 
and elevator mecha- 
nism available for all 
Sutter Core Draw 
Machines. 


Automatic Double Roll- 
over Core Draw Ma- 
chine with side draw 
backs. Model SP-541. 
Cycle—approxi- 
mately 20 seconds. 
Maximum Core box 
size 26” long x 13” 
wide x 10” deep. 


Automatic Double Rollover Machine for heavy 
duty operation. Operating cycle is 6 seconds 
minimum. Available in three standard sizes. 


Canadian and Overseas Mfr. & Dist’r. 


April 1956 


e FOUNDRY EQUIPMENT LIMITED e« 












2005 WESTWOOD AVE. - 





CORE DRAW 
MACHINES 


Because they provide completely automatic cycle, 
Sutter Core Draw Machines boost production from 
300% to 400% and provide absolutely uniform 
high quality since the human element is entirely 
removed from the draw operation. 


All the operator need do is to place the core dryer 
and, while the cycle continues automatically, remove 
the core drawn from the previous cycle. The dryer 
is clamped, the box rolled over and the core is 
drawn without any attention from the operator. 


Because of the simplicity of operation, peak pro- 
duction can be maintained easily by unskilled 
operators. When used in conjunction with a blower, 
the operator can perform both the blow and draw 
operations with ease. 


In addition to three standard models, each in a 
variety of sizes, Sutter also designs and builds 
special units to suit unusual needs. Our engineers 
will be delighted to discuss your operations and 
point up the savings these ver- 
satile machines will provide to 
you. Just write or wire today for 
technical bulletins. 





SUTTER PRODUCTS CO. 


DEARBORN, MICH. 


Leighton Buzzard, Bedfordshire, England 
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_ wheel life and 
— | PERFORMANCE count! 


Ever ask the foreman of your cleaning room about the actual 
cost of a grinding wheel? He’ll tell you a wheel’s actual cost is 
determined by the number of castings ground over the wheel... 
the accuracy and finish left on the work... and the dressing 
time needed to keep the wheel operating at its best. 

Judged on this basis, Macklin wheels cost less in the long run. 
Less because they give longer wheel life, remove more metal, 
provide consistent wheel performance, and require less dressing. 

Call your nearest Macklin distributor or sales office. A trial 














will convince you. 








4 
ACKLIN company 


Dept. 22 JACKSON, MICH. 


manufacturers of: GRINDING WHEELS AND 
OTHER ABRASIVE PRODUCTS 












FOUNDRY 
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FOUNDRY 
60th 


Pre-Convention 
Issue 























Ts The Tools 
for Tomorrows 
Foundry Progress 


The editors of FOUNDRY announce presentation of a special 





discussion of this important subject—viewed from five “key 
angles.” This year’s report will discuss developments and 
trends in these particular areas: 


FOUNDRY TECHNOLOGY-— significant foundry developments 
of the past two years and an estimate of those which 
appear destined to have the most pronounced effect on 





future foundry progress. 


FOUNDRY PRACTICE— what have been the trends in found- 


ry mechanization, modernization, automation? 


MANAGEMENT LEADERSHIP— a report and discussion of how 
foundry management is preparing to meet the competi- 
tive demands of tomorrow. 








EQUIPMENT and SUPPLIES — foundry suppliers will state the. 
direction of trends in machines and materials in the next 
ten years as they see them. 


FOUNDRYMEN TELL WHAT THEY WANT— what types of ma- 
chines, supplies and services do foundrymen want from 
the equipment manufacturers? 









Watch for this SPECIAL REPORT 
in the May issue 








A eaine Publication 





60th 


‘ANNUAL CONVENTION 
AND SHOW : 








eee ae a ata 
poets re eucaumep: © 


ATLANTIC CITY 
- May 3 to 9, 1956 






























FOUNDRY 
PRE-CONVENTION ISSUE 


The May Pre-Convention issue of FOUNDRY 
will be mailed one week earlier than usual 
to reach foundrymen well in advance of the 
opening of the Atlantic City convention. 





FEATURING: 


Tools for Tomorrow's Foundry Progress: 


A 5-part special editorial report. 


AFS Congress and Exhibit: 


Outline of Technical Program and other Congress 
Features, Awards Winners, Equipment and Supplies 
Exhibitors and their New Products. 


Feature Stories: 


The regularly scheduled feature stories character- 
istic of each issue of FOUNDRY will appear as usu- 
al in this issue. 


Departments and other features: 


Questions and Answers, Late News, Foundry De- 
velopments, and all other regular departments will 
appear as usual. 


. 
m Yune... tebe i 
ae im POST-COD E weewr NFR ag 


The news and picture report of the Atlantic City convention and 
technical sessions will be a special feature of the June Post-Con- 


vention issue of FOUNDRY. 









FOUNDRY—A Penton Publication - Penton Building - Cleveland 13, Ohio 









creel EQUITY Cuts Production Costs 


Not only has Cleveland Tramrail 
been an important factor in speeding 
production and lowering costs in a 
large Michigan steel foundry, but it 
has eased the work for the employees 
and aided their safety. i 

Because of the gratifying experience 
with the original equipment installed 
in 1936, more has been purchased 
every ensuing year. Today Cleveland 
Tramrail equipment provides handling 
coverage for the entire pouring floor, 
the large cleaning department, and 
will be found in every section of the 
plant. 

This progressive foundry (name on 
request) is fully convinced of the 
many advantages that can be secured 
with Cleveland Tramrail equipment. 














In nearly every instance, each of the 
many installations of Cleveland Tramrail 
at this foundry, paid for itself within the 
first six months of operation. 


GET THIS BOOK! 
BOOKLET No. 2008. Packed with CLEVELAND TRAMRAIL DIVISION 


luabl f t . Prof | 
Gecicnch “Wieae tar dine eee THE CLEVELAND CRANE & ENGINEERING Co. 


illustrated. Write for free copy. 


qx? ae ‘ 3805 EAST 286th STREET WICKLIFFE, OHIO 





April 1956 For more information, use Reader Service Card, page 187 71 








Now, more than ever, you can depend on 


HANNA 


as your best source for 


> Our merchant capacity is bigger than ever 
> Our plant is better than ever 
> Our product range is greater than ever 














The New 





HANNA 38-POUND PIG EXCLUSIVE HANNATEN INGOT 








For 10-lb.-pig users, this new ingot means no 
free-carbon pockets, finer grain structure, more 
even melting. Available in all grades, silvery 
and HannaTite—an extra-close-grain iron. 


The foundryman’s favorite standard pig. Avail- 
able in all grades, silvery and HannaTite. A 
good example of the quality that has made 
Hanna “the best known name in iron.” 


THE HANNA FURNACE CORPORATION 


Buffalo ¢ Detroit ¢ New York e Philadelphia 
Merchant Pig Iron Division of 


NATIONAL STEEL ala CORPORATION 


FOUNDRY 
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MANHATTAN PORTABLE WHEELS 
Lowest Cost for Metal Removed! 







Fast cutting action plus long wheel life account for get more pieces done. Management prefers them 
more output per man hour and lower production because they assure faster, more uniform 
costs with Manhattan Portable Wheels. Individual quality production .. . and they last longer. Flared 
engineering for each customer’s job requirements cup, raised hub, cone, plug and mounted point, or 
is the secret of their success. Every phase of the straight—there’s a Manhattan Portable Wheel that 
wheel you use—type of abrasive, grain size, hard- can remove more metal, faster, at lower cost on 
ness, structure and bond—is determined only after your job. 
a careful analysis of your grinding problems . . . Let a Manhattan sales engineer show you how you 
the amount of metal ian want to remove, the can boost production and reduce costs .. . get 
finish you require. ““More Use per Dollar’. . . with Manhattan Port- 
(AN The result is that workers prefer able Wheels and other types of high speed, mis 
Manhattan Portable Wheels because they duty abrasive wheels. 2M 631 


MEMBER 





WRite FO ABRASIVE WHEEL DEPARTMENT 
MANHATTAN RUBBER DIVISION—PASSAIC, NEW JERSEY 


RAYBESTOS-MANHATTAN, INC. 


GB&om BH aD be @ 


Flat Belts V-Beits Conveyor 3elts Hose Roll Covering Tank Lining Abrasive Wheels 





Other R/M products include: Industrial Rubber * Fan Belts « Radiator Hose « Brake Linings * Brake Blocks *« Clutch Facings 
Asbestos Textiles » Packings * Engineered Plastic, and Sintered Metal Products * Bowling Balls 
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COLEMAN OVENS 


turn minutes 
into money... 


Fast, efficient production of uniformly good cores and molds is vitally 
important to foundry profits. 


When you use old, out-dated core and mold ovens the minutes and 
hours lost in costly rejects and make-overs . . . the time and effort lost 
in wasted man power, the production lost in casting scrap eat your 
profits away. Modern design and exclusive advantages of Coleman 
Ovens result in immediate production economies, reducing overall 
core department costs by as much as 50%! Such savings mean in- 
creased profits and rapid investment amortization. 





More than half a century of specialized foundry oven experience is 
your assurance that the Coleman Oven recommended to you will do 
your work to your complete satisfaction. As builders of the world’s 
only complete line of foundry ovens we have no reason to 
recommend any but the best for your purpose. Let our expe- 
rienced engineers give you practical suggestions for your particular 
requirements. 


WRITE FOR BULLETIN 54 





Coleman Transrack Ovens 





Coleman Dielectric Oven 


A COMPLETE RANGE OF 
TYPES AND SIZES... 
for every core baking and 
mold drying requirement: 





Coleman Car-Type Core Ovens 
Tower Ovens * Horizontal Conveyor Ovens 


Car-Type Core Ovens * Car-Type Mold Ovens 
THE FOUNDRY seaptmimanl COMPANY Transrack Ovens * Rolling Drawer Ovens 


P. bl *P ble Mold D 
1821 COLUMBUS ROAD CLEVELAND 13, OHIO alias ier Ris aiaialaaaa 





WORLD'S OLDEST AND LARGEST FOUNDRY OVEN SPECIALISTS 
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STANDARD . 
QUALITY 


XN 


means sand the same 


every time 


Blackhawk silica has the same purity, uni- 
formity, and dependability with every order 
and in any quantity. That's what Standard 
specification means to you, Mr. Foundryman, 
whose product quality depends on the in- 
gredients you use. 

Standard's silica is mined from an area wonderfully 
rich in tremendous deposits of St. Peter's sandstone. 
Painstaking washing and grading processes produce 
foundry sands second to none in the world. 

The Blackhawk brand possesses an unusually high 
sintering and fusion temperature point plus marked 
permeability which allows free passage of gases. 


The Blackhawk brand—used 
throughout the foundry indus- 
try as steel molding sands, spe- 
cial core sands, opening and 
parting sands, and facing sands. 


Standard's accessibility to both excellent rail and water 
transport facilities affords swift delivery anywhere in the 
nation. For your next order of silica sand, phone the Stand- 
ord distributor in your area. 


SHANGARD 


Silica Company 


OTTAWA - ILLINOIS 
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ETAL costs less per ton, now 
M that this Type RT Lectromelt 
Furnace is on the job here at Eaton 
Manufacturing Company's Saginaw, 
Michigan plant. Very close control, 
too, is obtained in their produc- 
tion of chilled iron and hardenable 
alloy iron. 


Manufactured in...GERMANY: Friedrich Kocks GMBH, Dusseldorf... ENGLAND: Birlec, Ltd., Birmingham 
... FRANCE: Stein et Roubaix, Paris... BELGIUM: S. A. Belge Stein et Roubaix, Bressoux-Liege... SPAIN: 
General Electrica Espanola, Bilbao... ITALY: Forni Stein, Genoa ...JAPAN: Daido Steel Co., Ltd., Nagoya 


“We needed to speed our production, 
so we added this Lectromelt* furnace 


Now we melt 2200 pounds in approximately 45 minutes 


against a former one hour and 20 minutes for 


Whether you’re working with irons 
or steels, a Lectromelt Furnace will 
give you precise control of tempera- 
tures and analyses at costs often 
comparable to cupola melting. 
Unmatched in flexibility, this fur- 
nace lets you make frequent and 
quick shifts in metal specifications, 


1000 pounds,” reports Mr. Paul Moss, Metallurgist. 


Furnace top is swung to one side for quick 
charging with the Lectrocharger* 


so necessary in a Jobbing foundry. 
Lectromelt engineers will answer 
your questions and supply you with 
data on furnaces to meet your needs 
—25 pounds to 200 tons. For Catalog 
9-A, write Pittsburgh Lectromelt 
Furnace Corporation, 314 32nd Street, 
Pittsburgh 30, Pennsylvania. 


TWENTY FIVE 





*REG. T. M. U.S. PAT. OFF 


WHEN YOU MELT... 


MOORE RAPID 
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TWO HUNDRED TONS 
CAPACITY 
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Angle 





Why Claw-Tooth 
Cuts Faster... 


law-like Teeth, having a positive pen- 
trating angle are designed to pull them- 


elves into the work. As a result, 


34 
aw-Tooth cuts faster than other blades, 

h ith less feed pressure and less operator 
S btigue. 
B Sea, 

tt x 
DoALL 

WS 


The Zephyr Band 
Machine ... to se- 
cure the utmost in 
foundry sawing. 
Variable speed 
ranges up to 
15,000 fpm. for 
standard or fric- 
tion sawing. 36” 
throat depth, 20” 
work height. Write 
for free bulletin. 





sow bands stocked locally in 38 friendly 
MLL Sales-Service Stores. Call yours today. 








AAALAC THINS 


66 blade €5 


DoALL 


. m 
mint 
on Al u h life and 


h any other type ‘i 


ie : as muc 
/3 again 


“We get L . 
with Claw-1oo 


99 
(asti ng P 
faster cutting 
aw band. 


s Sunset Foundry, 


... s0y 
Washington 


Seattle, 


User Tried Them AIl, 
Then Settled On Claw-Tooth Saw Bands 


Sunset Foundry ran comparison tests 
of all types of saw bands cutting 
gates, risers and flash from castings. 
DoALL Claw-Tooth won by provid- 
ing 1/3 longer life and faster cutting. 
A 5” dia. aluminum alloy #122 riser, 
above, is removed in 45 seconds with 
Claw-Tooth other blades took 
minutes. 


For foundry sawing Claw-Tooth 





can’t be beat. Hardened positive 
rake angle teeth pull themselves into 
the work. The saw band cuts faster 
with less feed pressure resulting in 
more output per operator with less 
fatigue. 

See this amazing saw band in 
action, in your plant, at DoALL’s ex- 
pense. Call your local DoALL Sales- 


Service Store or write: 


THE DoALL COMPANY, Des Plaines, Illinois 


DoALL 


we S838, Beste 
EGRU 32% scape 


Seven standard widths, 








Currie h' 


to 1%”, and four pitches, 2 | 

to 6, available in: Welded | 

lengths to fit any band moa- | of work and available sizes, 
chine and 100’ and 500’ coils 

in exclusive ‘‘strip-out™ boxes. | 


” 


Ask for new 16 page free saw 
band selection catalog—details 
best type of saw band for type 


Va 


pitches, and widths. Write to- 
day! 





COAKNTE BIATEC 





, Des Plaines, I. SB-45 


TAC CTEE! 





TASIL RAMMED CRUCIBLE 
FURNACES AT 








AVERAGE 1,750 HEATS 


The Schaible Company, Cincinnati, Ohio, leading 
producer of plumbing and heating equipment, has 
standardized on Taylor Sillimanite #213 Ramming 
Mix for lining this battery of 17 #600-M Campbell- 
Hausfeld gas-fired crucible furnaces melting 700- 
pound heats—#275 crucibles. Tests have proved 
Schaible that Taylor Sillimanite (TASIL) linings last 
longer, require less patching. 
One TASIL rammed lining ran 2,051 heats of plumb- 
ing brass per lining. The average is approximately 
1,750 heats. On a semi-continuous operation this 






Exclusive Agents in Canada: 
REFRACTORIES ENGINEERING AND SUPPLIES, LTD. 
Hamilton and Montreal 





REFRACTORIES SINCE 1864 e CINCINNATI ¢ OHIO e« U.S.A. 
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means 1¥2 to 2'2 years’ service with a minimum of 
patching. This compares to 565 heats average for 
silicon carbide special shape linings with insula- 
tion backup. After considerable testing of other 
refractories, some cheaper, some more expensive, 
TASIL #213 Ramming Mix is the standard refractory 
lining. 

TASIL works equally well in other types of crucible 
and barrel-type metal melting furnaces. Recommended 
for either gas or oil firing. Write for your free copy of 
Bulletin #315. 


T. CHAS. TAYLOR SONS «. 


Tay oa 
a) A SUBSIDIARY OF NATIONAL LEAD COMPANY 





REG. U.S. PAT. OFF 
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“We have used Tabor Cut-Offs nearly eight years 


Says Hermann Good, 
Foundry Manager 
at Textile Machine Works_—— 


Hermann P. Good has been Foundry 
Manager at Textile Machine Works 
for the past 15 years, and has been 


with the company for 23 years. 


“TMW Foundry’s 
mechanized facilities 
set a fast pace, but the 
Tabor Cut-Off machines 


never slow us down.” 


Tabor-Brasive Cut-Off Machines make fast, 
clean cuts, close to the casting. They cut 
through 2” dia. gates and risers of pure nickel 
in 12 seconds and can handle tough materials 
like nodular iron and titanium. They are easy 





15 hp Tabor-Brasive Cut-Off Machine in use at Textile Machine Works, Foundry Division, 


Reading, Pa. The Tabor machines greatly reduce snagging and finish-grinding costs, 






and know they’re the kind of cut-off we want 


at TMW-they’re fast, precise and trouble-free.” 


and safe to work with — the operator gets a 
good view of work being cut. Because these 
Tabor machines have adjustable, precision 
bearings, the spindle can be kept free of end- 
play year after year. And because Tabor- 
Brasive Cut-Off Machines are exceptionally 
durable and trouble-free, they cut carloads of 
castings at pennies for maintenance. 


Units range from 5 hp to 20 hp. On machines 
7% hp and larger, the cutting head can be 
swung to the side for handling large work. 
Write for Tabor literature today. 


Wlanifacuung CQ, vveision ot 


TURBO MACHINE COMPANY, LANSDALE, PA. 






gen ee 
The Tabor Manufacturing Company 1 
| Div. of Turbo Machine Company, Lansdale, Pa. 
[] We'd like a copy of the Tabor-Brasive Cut-Off Machine Bulletin. ei ss seiisidecntsitnsianscogudmiimenores NR sec canscsesatccatszcgpenscaceess i 
| Also, we'd like a copy of the ‘ t 
MUO asin sacsccsnecnvasiadedetsnsuanassasanacscdeceaseasuqucaatvetssvateaninnsteseetiniatieas 
i [] Bulletin on Flask Lift Machines I 
I ] Bulletin on Squeezers and Jar Squeezers MDAC is Sica cic utsinsigsdiv ar naaiias a tdeorsoncntusbe rss teaicketeaeater inate Taare ! 
I [_] Bulletin on Jarring Machines — Plain and Shockless i 
i (] Bulletin on Rollover Machines CHD eared acinict nassexistenvaigaksserrteaee eas Zone ...... TRON aces scissittrstacees 
I q 
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Produce More Castings 


Per Heat with 








THERMQTOMIC’ 
“HOTOP” 
LIQUIDIZER 


Exothermic Carbon Free Liquidizer For Iron, Steel, Nodular Iron 


This new head compound saves feeding metal in risers or feeding heads 
which can now be reduced in height 40 to 70% 


SOFFEL’S THERMOTOMIC “HOTOP” CARBON FREE LIQUIDIZER is different from 
other head compounds in that “‘HOTOP” LIQUIDIZER does NOT contain powdered metal, is NOT 
a thermit compound. It is a patented exothermic compound entirely free of carbon, sulfur and phosphorus 
and can be used without danger of contamination on any ferrous metal or alloy. 

“HOOP” LIQUIDIZER also saves molding time as less sand is needed in the mold cope due 
to short height of risers. “HOTOP” LIQUIDIZER produces a liquid slag well over 4000° F. of heat 
and insulates the metal. ‘The feeding metal will remain liquid at least 50% longer assuring adequate 
feeding while the casting cools and solidifies. Piping and shrink cavities caused by premature freezing of 


the feeding metal are eliminated. 


THERMOTOMIC HOTOP LIQUIDIZER BRAND ‘‘B’’ SHOULD BE USED ON RISERS UNDER 4 INCHES IN DIAMETER 
GUARANTEED TO PRODUCE SOLID CLEAN CASTINGS 


SOFFEL'S FAMOUS Carbon Free LIQUID- 
IZER FOR ALL METALS and ALLOYS 


SOFFEL’S EXOTHERMIC CARBON FREE LIQUIDIZER is 
the leader in major foundries for use on both ferrous 
and non-ferrous metals and also in ingot production. 
It is the original scientific non-carbon, exothermic 
compound for feeding heads and risers. 


When applied on the heads or risers, CARBON 
FREE LIQUIDIZER reacts within itself exothermical- 
ly, producing a temperature above 3200° F. It actual- 
ly increases the temperature of the feeding metal to a 
point well above that of the metal in the main body 
of the casting, thus ensuring that the feeding metal will 
be the last to freeze. In this manner, shrink cavities in 
the casting caused by premature freezing of the feeding 
heads will be eliminated. After the exothermic action 
has ceased, the LIQUIDIZER forms a soft refractory 
insulating blanket on the metal. This confines the heat 
generated by the LIQUIDIZER and aids in maintain- 
ing the desired high temperature of the feeding metal 
in the heads or risers. 


SOFFEL'S THERMOTOMIC COMPOUND 


PATENTED 


FOR ALL METALS and ALLOYS 


THERMOTOMIC COMPOUND is a patented 
Exothermic compound that can be molded into any de- 
sired shapes and used as feeding ring inserts under risers 
or as facing application where it is desired to maintain 
fluidity of the casting metal. THERMOTOMIC per- 
mits reversal of the trend towards large feeding heads 
and risers, making it possible to use heads that are short- 
er and more compact with 1%” feeder openings. 


This permits easy removal of the casting feeding heads 
and sharp reductions in cleaning and finishing costs. 
When THERMOTOMIC is used as inserts or as fac- 
ing mixing with molding sand in the mold, heat at thin 
metal sections is retained until the thick main body of 
the casting has solidified, thus eliminating shrink cracks 
and improving grain structure and tensile strength. For 


use in green sand molds, use THERMOTOMIC W. P. 
(Waterproofed ) 


NOTE: SOFFEL’S CARBON FREE LIQUIDIZER NO. 5 is recommended for use on top of feeding heads 


in conjunction with THERMOTOMICG COMPOUND. 


For aluminum castings, use THERMOTOMIC ABC 


and AL-X31_ LIQUIDIZER. When ordering a trial sample, advise the kind of metal to be used on. 
U. S. Patents No. 2,490,327 and No. 2,500,097 


PITTSBURGH 


1352 MARVISTA ST., N. S. 


METALS PURIFYING COMPANY 


PITTSBURGH 12, PA. 


WORLD'S LARGEST MANUFACTURER OF FLUXES AND PURIFIERS FOR ALL METALS AND ALLOYS 
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the ultimate in burner performance.... 


NORTH 
AMERICAN’S 


FOR 
MAINTENANCE-FREE 
OPERATION 


ultra-stable combustion - with any gas or oil - under any firing conditions 


For detailed engineering information, consult your nearby ~o 


North American combustion specialist or write for bulletin a, 
24) 
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sor, the NORTH AMERICAN mfg co 


Wy i 2B 


me 
Sle Combustion 


OT 4455 East 71st St. e Cleveland 5, Ohio 
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| SUPERIOR 
mullite refractory 


Highest quality, pure 
alumina base 
Calcined at 3250°F. for 


maximum stability and 
crystal development 


r genes 


‘High fusion point—mini- 
mum impurities 
Excellent resistance to 
most slags 


.& & 


@ Superior resistance to 


\thermal shock 


@ \excellent load capacity at 
high temperatures 


@ Uniform thermal expan- 
sion 


@ Consistent high quality at 
economical prices 
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WRITE FOR NEW CATALOGS 


as satis ia ae 


BRICK / \ 
SPECIAL SHAPES 
MORTARS 
RAMMING MIXES 
CASTABLES 
PATCHES 
_— 


f 


E MULLITE REFRACTORIES CO. 
SHELTON 4, CONNECTICUT 








Enjoys “Troubleshooting” 
TO THE EDITORS: 

I should like six copies of “How 
Many Castings in a Flask” by C. W. 
Ammen. The article discusses a sub- 
ject that has been a perpetual source 
of controversy in our plant. I have 
enjoyed Mr. Ammen’s work very 
much and believe it to be one of the 
best regular features of FOUNDRY. 

I am also following the series by 
Harry St. John and I hope when he 
has completed this fine work that it 
will be available as a group of tear- 
sheets or as a complete volume. 

CHET L. MACK 
Route 4 
Jamestown, N. Y. 


* * * 


Seeks Patent Examiners 
TO THE EDITORS: 

American industry is facing long 
delays in obtaining patent coverage 
for products and processes otherwise 
ready for the market. These delays 
stem from the great increase in the 
number of patent applications filed 
during the past few years, coupled 
with the fact that the number of 
patent examiners has not kept pace 
with the increase in patent applica- 
tions. 

The patent examiner thus holds a 
key position in the advancement of 
American technology, and the only 
way to reduce these delays and clear 
the way for marketing the new prod- 
ucts and processes is to employ new 
examiners. 

Steps have already been taken in 
this direction. One hundred new pat- 
ent examiners have been added to 
the examining staff since last June, 
and the Patent Office wants 300 in 
1956. There are immediate open- 
ings for engineers and scientists who 
can accept appointments in Washing- 
ton now. 

Patent Examiners pass upon appli- 
cations for patents in a wide range 
of technical fields to determine 
whether they are novel and whether 
invention is involved. This calls for 
a study of the issued patents and the 
related scientific literature. The As- 
sociation points out that technical 
graduates who apply will find the 
job both interesting and stimulating 
and one which keeps them in close 
touch with the latest technical devel- 
opments. The job offers opportuni- 
ties for rapid advancement within 
the Patent Office. Washington also 
offers unusual opportunities to carry 
on graduate studies at the same time. 
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Salaries for Examiners start at 
$4345 a year, and it is possible to 
reach a salary of $7570 in five and 
one-half years, with salaries in ex- 
cess of $13,000 available. The Pat- 
ent Office also offers liberal vaca- 
tions and sick leave and pension bene- 
fits. 

Engineers and scientists holding a 
college degree in engineering or ap- 
plied science, or a degree with a 
major in chemistry or physics, or 
with certain combined credits in 
these fields, are eligible for appoint- 
ment as Patent Examiners, without 
examination, upon application to the 
Commissioner of Patents in Wash- 
ington, D. C. 

HENRY E. SHARPE 
Vice Chairman 
Committee on Public Relations 
New York Patent Law Association 


x * * 


Service To the Industry 
To THE EDITORS: 

Please send me a copy of the 
FOUNDRY index, volume 838. 

Permit me at this time to compli- 
ment the staff of FOUNDRY maga- 
zine for the excellent articles and 
valuable service they are giving to 
the foundry industry. 

ORMIE R. SCOTT 
29 Glenwood Ave. 
Guelph, Ont. 
Canada 


* * * 


Chemist Is Needed 
TO THE EDITORS: 

On reading the article on page 206 
in the January issue of FOUNDRY, I 
found myself in disagreement with 
the author. This was a surprise to 
me as I consider Mr. Ammen’s con- 
tributions practical and useful. 

The idea expressed by Sam seems 
to take a lighthearted view of ana- 
lytical chemistry as applied to met- 
als, and, in my view, Charlie does the 
same thing, although he does qualify 
his subsequent writing by saying, 
“.. . although I am only what is 
known as an occasional metallurgist.”’ 

If Sam’s foundry sends out for 
analysis one sample of bronze for 
six elements each day, the cost is 
likely to be close to the initial salary 
of a young chemist. If he needs 
three samples analyzed per day, the 
bill is likely to equal the further cost 
of running the necessary laboratory, 
including the amortization on the in- 
vestment of $1500 for equipment 
such as a balance, fume cupboard, 
beakers and burettes and electrolytic 
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Fremont magnesium Spreadlock 
Flasks by actual use have been 
proved easier to handle . . . much 
sturdier than aluminum. They take 
abuse .. . last longer. 


Accurately machined, they assure 


more exacting work. The men like 


them. No sand can lodge in the corners 
Gaps are completely closed by 


long-life, replaceable live 
rubber inserts. 


GUARANTEED 
PERFECT 
[ ALIGNMENT 
SAVE 
IMPORTANT 


The foolproof GROOVLOCK pin 


on Fremont Standard 
MONEY 


Slip Flasks is the difference. 


New sides or ends can be quickly inserted 


in Fremont Cast Iron or Cast Aluminum 
Jackets. Entire jackets need never be scrapped. 


Write today for free literature and prices. 





The ‘Fremont 
tLisn Go. 


Fremont, Ohio 


All orders given prompt attention. 
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Indianapolis 
Foundry Coke 


High in carbon—low in sulphur—uniform in 








carbon absorption—low in ash—Matchless in 
performance! 


You can always rely on Indianapolis Coke for 
maximum metal temperatures with minimum coke 
per charge. Available in four sizes to fit your 
cupola operations. 


i 


|e bled dealonel Williams (Oey 


CHICAGO «+ DETROIT © CINCINNATI «© ST. LOUIS * NEW YORK 
CLEVELAND «© PHILADELPHIA © PITTSBURGH «+ LNDIANAPOLIS 
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apparatus, including platinum. This 
is making no charge for floor space 
or heating in winter. 

While metallurgical analysis does 
become a matter of routine, it still 
requires some background training 
in chemistry, particularly if the op- 
erator is to be alone in the labora- 
tory, away from the chance of con- 
sultation with a more experienced 
chemist. 

Based on the premise of three 
samples, analyzed for six elements 
each per day (a very easy job for the 
chemist), it would appear that a cap- 
ital investment would be justified. 
This being the case, it would certain- 
ly be to the interest of Sam’s found- 
ry to employ a young chemist. There 
also would be an opportunity for him 
to develop into a metallurgist and 
thus become more valuable. 

Any attempt to get reliable in- 
formation by setting up an elemen- 
tary laboratory to be run by any of 
the present foundry staff, none of 
whom has training in analytical 
chemistry, is likely to be costly. 

HAROLD J. ROAST 
140 Grosvenor Ave. 
Ottawa 1, Ont. 
Canada 


* * * 


Dislikes "Technical Drivel" 
RALPH L. LEE: 

I got a great kick out of your Jan- 
uary article, and how true. 

I like to think that like you, I’m 
bitten by the foundry bug. Every 
piece of foundry literature I can lay 
hands on, I devour wholeheartedly, 
but how disconcerting, trying to as- 
similate the metallurgists’ technical 
drivel. 

I find myself often reassured by 
your articles since, although I’m 
probably half your age, I like to 
think I belong to the “old school.” 

You’ve probably read Thomas 
West’s American Foundry Practice I 
and II. Great stuff, isn’t it? He’d 
probably view with disdain shell 
molding, investment molding, CO, 
process, etc.—grandly referred to as 
progress. I wonder, is it? 

Perhaps in 25 years, a “cope,” 
“drag’’ or ‘“odd-side” will be like so 
much Greek to foundrymen. 

Well, guess I'll get back to my 
little aluminum hobby foundry in the 
garage and teach my 5-year-old a 
little more, and if, to a philosophical 
foundryman columnist, my punctua- 
tion is poor, we can blame an Eighth 
elementary education. Good luck to 
you, sir, and keep on with the good 
articles. 

HUGH MCDOWELL 
Glenmorris, Ont. 
Canada 
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, Da AAE ais 50 Tons of Sand per hour 
“Our first ‘PA A ’ purchased 10 years ago is still 
d on the job. We now have 3 HA’s in the operation. This on 100-200 foot haul 
, new-design HA gets bigger loads with less spillage in travel. 
On the sand operation it averages 50 tons per hour on a 
100 to 200-foot haul. We find ‘PAYLOADER’ tractor- 
shovels are built to give top production with minimum 
y maintenance and repairs.” 
1 
‘ (Signed) L. COOPER 
General Foreman of Foundry 
C. I. Capps Company, Inc. 
' Jacksonville, Fla. 
Many, many foundries and metal working plants have years- ae _— ° 
old “PAYLOADER” units and new-design model HA’s. oTTrTrrreyr te rr 
These long-time users, like C. I. Capps Company, have high 
praise for the endurance of the old and for the greater 
: production of the new models. 
) If you want low-cost, high-speed handling of sand, chips, 
small castings and of many other items, it’s a good time to B 0 send data on Model HA (18.8) & 
get the facts about “PAYLOADER” — the original unit- @ (4 send data on Model HAH (1 cv. yd.) 
| design tractor-shovel. Your “PAYLOADER” Distributor 1 On larger Models up to 2% cv. yd. - 
| is ready to show you. a 4 
z a 
4 Title ; # 
S = 3 Compan —- z if 
PAYLOADER |.3,| 1°” P 
MANUFACTURED BY +s a Street _ ead : # 
THE FRANK G. HOUGH CO. LIBERTYVILLE, ILL. © cum a: _ io 
SUBSIDIARY —INTERNATIONAL HARVESTER COMPANY a g 
q ee ee en ae a : 4a 
Ter tT Tiare i i ieee | 
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Report on the new MICHIGAN 12B 








Clark’s exclusive power-shift transmission 





eliminates the most notorious cause of 
excessive maintenance 


No engine clutch, no clutch pedal, 
no gear clash! Clark’s power-shift 
transmission is standard equipment 
on the new 15 cu. ft. Michigan Trac- 
tor Shovel—completely eliminates 
this notorious cause of excessive 
maintenance and down-time. 


Instant power-shifting. In place 
of the conventional gear-shift levers 
and clutch pedal, the Michigan has a 
single power-shift lever on the steer- 
ing column. You can make any shift 
instantly, even when moving: simply 
push the lever to High, Low or 
Reverse position. As any operator 
will tell you, it sure beats riding a 


heavy clutch all day. 


Faster cycles. There’s no hesita- 
tion, no gear clash, no loss of mo- 
mentum when you _ shift—saving 
seconds or minutes on every cycle. 
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Power-shifting also makes the Model 
12B more maneuverable in boxcars 
and narrow aisles, since you don't 
have to fumble with conventional 
levers and clutch pedal. 


Heavier, more power. The new 
Michigan is 20% heavier and more 
powerful than most machines in its 
class. With this margin of weight and 
power, plus low-level independent 
bucket action, the 12B digs where 
other machines spin their wheels. 


See it in action. The complete 
power train of the new 12B—power- 


Arrange demonstration of Model 12B: 


- 
CLARK EQUIPMENT COMPANY , 
Construction Machinery Division | 
! 
! 
- 


co 
Michigan is a Reg. trade-mark of 


EQUIPMENT 









shift transmission, 3-to-1 torque con- 
verter and planetary wheel axle—is 
designed and manufactured by Clark, 
specifically for the roughest kind of 
industrial bulk handling. Complete 
dust protection features are standard; 
gas or diesel optional. See the new 
12B in action, on your own job— 
write us to arrange a demonstration. 

The new Michigan 12B is 
available on Clark’s no-down- 
payment Lease Plan; clip this 
coupon to your letterhead and 
mail it for details. 


2475 Pipestone Road 
Benton Harbor 4, Michigan 
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The Iron Lion Head reproduced in our ad is shown 
through the courtesy of the Detroit Institute of 
Arts. It dates from the T’ang Dynasty, A.D. 618- 
907. We will be glad to furnish a detailed descrip- 
tion of this grand old work of art if you write us. 


No self-respecting lion would want his raane mar- 
celled in this fashion, but the artist liked it, so Leo got 
the new look. Your core room can have a new look too 
if a strong oil like Linbond is used. Bet on the best and 
watch that pile of scrap cores disappear. Linbond does 
it every day. It has all the strength that can be built into 
a core binder and it offers peak protection for an uncon- 
trolled oven. Write us for Bulletin No. 6 and see how 
Linbond compares with Linseed in tests by Dietert. 
The newest member of our Linbond family is a fast 
baking oil—Linbond FB 72. Are you crowded for more 
oven capacity? Do you need to get the cores through 
faster? Well, this is one answer and a sure one, too. You 
can measure a real saving in baking with Linbond 
FB 72. Write us for a chart showing (a) its speed for 
gaining top strength and (b) the long level time-line over 
which this strength is sustained. Linbond FB is our new 


brand for this brand new oil. 
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Yake tl from me— 
Here is a Book Every Progressive 
Foundryman Should Have in His Files! 





You naturally want to increase the efficiency of your foundry. Then you'll be 
interested in the new Sterling Catalog No. 69, just off the press. Between its covers, equipment 
is illustrated and described that will help you to meet tough foundry production 


schedules. The book shows the complete Sterling line of rolled steel foundry flasks — flask bars — 
clamps — pins and bushings — core plates — bottom boards — bands — upsets — wheelbarrows 
— core trucks — casting carts — slag buggies, etc. Ask the Sterling Representative in your 


locality for a copy of this catalog, or write directly to the factory. 


Visit the Sterling Exhibit (Booth 1911) at 60th AFS Castings Congress, Atlantic City, May 3 to 9. 


mae. SERVICE 
STERLING WHEELBARROW (CO. « Subsidiary Company 
Main Office and Plant * Milwaukee 14, Wis., U.S.A. ‘Qi STERLING FOUNDRY SPECIALTIES, LTD. 


Branches and Dealers in Principal Cities London, Bedford and Jarrow-On-Tyne, England 





Manufacturers of Foundry Equipment for Almost Half a Century 


88 For more information, use Reader Service Card, page 187 FOUNDRY 








hw) —_— 


April 1956 


A Guide for Congress 


Since scrap is the principal source of metallics for ferrous foundries, anything 
affecting the supply has a direct bearing on the ability of foundries to meet demands 
for castings, for a nation either at peace or at war. For some months foundrymen 
in various sections of the country have been greatly concerned over the unlimited 
exportation of iron and steel scrap, as permitted by the Department of Commerce. 
This movement of scrap from the country has resulted in shortages in some areas, 
a diminishing supply of quality scrap and inflationary tendencies in prices. 

As a result, foundrymen and representatives of other industries using scrap 
have been telling the Congress about the problem. And because the members of 
Congress generally are sensitive to word from back home, it was quite natural for 
the House Banking and Currency Committee to hold a hearing on scrap exports 
when considering a bill to extend the present authority of the Department of Com- 
merce to regulate exports. 

On Mar. 6, at the invitation of the committee, F. Kermit Donaldson, executive 
vice president of the Steel Founders’ Society of America, Lowell D. Ryan, managing 
director of the Malleable Founders’ Society, and Donald H. Workman, executive 
vice president, Gray Iron Founders’ Society, testified before the committee in Wash- 
ington. Excellent and convincing statistics provided by these men were well re- 
ceived by the committee, and emphasized again the value of well organized and 
efficiently managed trade associations to the foundry industry. 

Recommendations of the three representatives were summed up as follows: 

1. Launch a comprehensive and objective study of the potential scrap supply 
likely to exist in the next 5 to 15 years. 

2. Make an immediate analysis of steps which could be taken to limit the total 
amount authorized for export, with the limitation imposed on a qualitative basis. 

3. Work out a program — with due regard to foreign requirements and com- 


mitments — whereby these foreign countries can (a) be encouraged to increase 
their pig iron producing facilities, and (b) be encouraged to use other than top 
quality grades of scrap. 


These recommendations surely are reasonable and constructive. They should 
be considered carefully by the Congress in order that foundries and steel mills may 
produce the castings and other iron and steel products needed for the normal ex- 
pansion of our growing economy in times of peace, or for the defense of the nation 
in time of emergency. 


~Brmweli Eo Gtiuuhaanill, 


Editor 















Gating... 


Affects Quality in 


Production of Steel Castings 





This pgper surveys types of gating for steel castings. It 


origina 


was presented last year at a regional technical 


and gp€rdting conference of the Steel Founders’ Society 








Fig. I1—A step gating 
system in which _ first 
and second steps are 
straight. Third step 
is at 60-degree angle 
(Taken from an article 
by Johnson and Baker, 
Naval Research Labora- 
tory, Washington D. C.) 


By HUBERT CHAPPIE 


Foundry Superintendent 
National Supply Co. 
Torrance, Calif. 


clusions, hot tears and dimensional instability 

in steel castings. Sand inclusions can increase 
machining costs. The carbide cutters used today 
cut with a surface speed of 250 to 600 fpm, com- 
pared with the high-speed cutters used formerly at 
50 to 100 fpm. Carbide cutters are relatively 
brittle and tend to break when their work is in- 
terrupted by sand inclusions. They also become 
dull when cutting sand, necessitating tool changes. 

The sand inclusion defect in castings must be 
minimized or eliminated entirely if machining 
costs are to compare favorably with those for 
weldments or forgings. 

Gate Thickness Important—Thickness of the 
gate is important in relation to casting thickness 
at the junction, because the wrong ratio does con- 
tribute to hot tearing. Also, the gate must be well 
filleted to avoid sharp corners which will induce 
cracks. 

In a complicated casting of many sections and 
cores, incorrect placing of the gate contributes to 
hot tearing and affects dimensions. The gating may 
hold certain sections rigid and prevent normal 
shrinkage. 

The gate itself, especially when patterns are 
mounted, generally is made of wood. When prop- 
erly rammed it produces a good surface. When 
making molds from loose patterns, the gate us- 
ually is cut by the molder; this naturally does 
not produce the hard, well rammed surface that 
a gate pattern produces. 

Some gates when mounted are placed on drag 
and cope boards, half the thickness in the drag 
and Half in the cope. This practice provides a 
good rammed gate; however, if the gates do not 
match perfectly and there are sharp edges of 
sand, the advantage of rammed gates is lost. 

Tile or refractory down gates are very satis- 
factory, providing they are not spalled by molten 
metal. This can easily happen when tile is moist. 


[ cissions, gating can contribute to sand in- 
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There are many different tile materials. Here 
is a good practical test to ascertain if tile spalls: 
Place two or three sections in a sand-rammed 
flask and pour directly into the tile. If the tile 
spalls, the residue will float to the top of the 
metal. It also might be beneficial to keep tile in 
a warm place before using. Some foundries do 
this with their bottom-pour stopper assembly. The 
storage area usually is a small room with one gas 
jet which keeps the room at slightly elevated tem- 
perature. 

Many different sand mixes are used for cored 
gates. Some cores are blown. This can be very 
satisfactory if one is positive the mix will not pro- 
duce any erosion of sand. 

Many foundries use strainer gates or their 
own trap gates to prevent loose sand from enter- 
ing the casting. It would seem that the foundry 
admits by these measures that loose sand or in- 
clusions result from ladle practice or inferior gat- 
ing practice. Perhaps a check on ladle practice 
and the sand formula used for the gate would 
provide the remedy. 

When gates are made with core sand the core- 
boxes should be whole; or, if half boxes instead 
of pasted cores are used, green top the top part of 
the gate, core and then dry both halves together. 
This may necessitate drying the bottom part of 
the core twice. However, with this practice, 
compared with a pasted joint, the green top makes 
a much smoother assembly and in some cases it is 
hard to see where the two halves join. Pasted 
cores can be blamed for some loose sand in- 
clusions in castings. 

Gating Practices Vary—There are many differ- 
ent gating practices, and some are contradictory. 
It seems, however, that each foundry must es- 
tablish the gating practices which experience 
shows is best suited to its particular operations. 

For those interested in gating, reference can 
be made to The Metallurgy of Steel Castings by 
Charles W. Briggs, pages 249 to 276 inclusive. 
Here are the first four paragraphs: 

“Considerable importance is attached to the 
manner in which molten metal should enter a 


Fig. 3—Bracket weighs 146 lb, is another good 
example of results possible with bottom gating 
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Fig. 2—Ingot mold which weighs 46,000 Ib was 
gated at the bottom and four contacts were used 


mold. Steel foundrymen have long been aware 
that a successfully made casting must be prop- 
erly gated. The purpose of the gate system is, 
primarily, to furnish a means of allowing the 
steel to enter the mold. Although this is the main 
purpose of a gate, there are other functions that 
a gate can and must perform. 

“A study of the operation of pouring a mold will 
show that the aims are 1) to fill the mold cavity 
completely, 2) to avoid the deterioration of the 
mold by the liquid metal, and 3) to establish prop- 
er temperature gradients in the mold so that the 
gate will not be responsible for the occurrence of 
contraction cavities in the casting. 

“Measures to be taken to accomplish the desired 
aims include the control of 1) the filling method, 
i.e., the manner by which the liquid metal is trans- 
ferred from the ladle to the mold, 2) the type of 
runner that controls the disposition of the gates 


Fig. 4—Circle gates give fine results in ring 
castings and gears. This one is 8 ft in diam 
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carrying the liquid metal into the main mold cav- 
ity, 3) the position, dimensions, and number of 
gates entering the mold cavity, 4) the rate of 
pouring, 5) the position of the mold during cast- 
ing, and 6) the temperature and fluidity of the 
metal. Pouring is an important phase in making 
a casting and often has a preponderant influence 
on its successful production. 

“The gate system, besides filling the casting 
with molten steel, also may function as 1) a vent- 
ing system for the removal of gases from the 
mold, and 2) a riser, to furnish liquid metal to 
the casting to compensate for volume losses due 
to liquid and solidifying contraction.” 

A paper, “Gating Systems For Metal Castings’”’ 
in the AFS Transactions, of 1948, by W. H. John- 
son and W. O. Baker, discusses top pouring, finger 
gates, whirl gating, riser gating, horn gating, bot- 
tom side gating and step gating. 

The authors’ conclusions on step gating were 
rather revealing. Most foundrymen have used 
various types of step gating, thinking that the 
metal would follow the proper sequence in gating. 
Johnson and Baker found only one type of gating 
which followed the pattern desired. This pattern 
had three steps, with the lowest step inclined up- 
ward 60 degrees from the horizontal. The metal 
first entered the mold through this step and, as 
pouring continued, the second step fed when the 
metal level reached it, and also the first step 
acted in the final sequence. (See Fig. 1) Here 
are the writers’ conclusions: 

“Whirl, riser and horn gates were ineffective in 
preventing turbulence in the mold. In multiple 
finger gating systems often most of the feeding 
was accomplished by the fingers farthest from 
the sprue. When all the fingers did feed uni- 
formly, a rolling type of turbulence appeared in 
the mold. With step gates only one design showed 
feeding in the desired sequence. No gating sys- 
tem prevented turbulence.”’ 

Other good references on this subject are: 
“Principles of Gating Design’’ by W. H. Johnson, 
W. O. Baker and W. S. Pellini, AFS Transactions, 
1950; “Principles of Gating’ by the same authors, 
Founpry, October, 1950; and “Choke Control in 
Finger Gating” by W. H. Johnson, H. F. Bishop 
and W. S. Pellini, FouNpry, April, 1951. 

The single gate or one lead-in gate is the type 
of gate the steel foundry should not use. It pro- 
motes scabs and erosions. Research has shown 
that multiple gates produce a better surface on 
castings with less sand erosion. 

The use of the horn gate seems to be disappear- 
ing rapidly from the steel foundry. The horn 
gate, with the small end attached to the casting, 
does produce mold erosion. There would be less 
erosion if the large diameter of the horn gate 
were attached to the casting. 

The swirl gate is not a good gate. It has only 
one lead-in, which contributes to a hot spot and 
prevents temperature uniformity. Its swirl ac- 
tion promotes mold erosion. It has been the 
writer’s practice, while associated with a foundry 
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Fig. 5—Spider weighs 372 Ib. No gate was used. 
Metal was poured directly into the center head 


making large work, to replace the swirl gating 
with bottom gating and secure definite improve- 
ment in quality. 

Multiple Gating—-Now let us consider some ex- 
amples of good gating. 

Multiple gating is excellent—two ingates are 
better than one, and in many cases four, six and 
eight contacts can be used. Naturally, for large 
castings this can be done readily and it promotes 
temperature uniformity. It makes for less ero- 
sion and penetration. 

In making any casting having a flat surface, 
multiple gating is employed either at the parting 
line or under the drag with bottom gates. In 
making this type of a casting we have improved 
our surface by positioning the mold so that metal 
coming in does not immediately spread out and 
cover the entire drag. The mold is tipped 10 to 
15 degrees, gate down. This practice insures a 
much better surface on a flat casting. 

Bottom Gating—Bottom gating has given the 
best results in pouring large castings. Actually 
there are probably two interpretations of bottom 
gating. If a casting is gated in the drag from 
any side of the casting, it is considered bottom 
gating. However, when we refer to bottom gating 
we go under the drag part of the pattern and 
make contact with the bottom surface either with 
two or more leads. The action of the metal com- 
ing into the casting does not erode over the sur- 
face as a side gate. This does require more mold- 
ing time and sometimes an extra flask, but we feel 
we have been compensated by the surface quality 
of.the casting. 

Circle Gates—Use of circle gates for ring cast- 
ings or gears has given us exceptional results. 
The metal is poured through a 5-in. down gate 
and is connected in two places to the circle. The 
metal fills the circle and then flows into the cast- 
ing through 8, 10 or 12 ingates. The metal is 
distributed uniformly, and velocity is reduced con- 
siderably. Despite the long length of travel over 
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tionally clean. 


satisfactory and no gates were needed. 


casting. 


poured into the heads. 


poured into a gate. 
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a cut sand gate, these castings have been excep- 


It is important that the metal gets in the circle 
gate fast enough or the metal would run from only 
two or three leads instead of eight, as provided. 

Some time ago I visited a foundry making shell 
molds with zircon sand. All castings were poured 
into the heads. The foundry superintendent said 
that since he did not have too many years of ex- 
perience he didn’t know any better so the metal 
was poured into the heads. The castings were 


My experience, perhaps, is no different than 
that of many foundrymen. Whenever some mishap 
took place and the gate would not take the metal, 
we poured into the head. Result—one scrapped 


However, changes do take place and, we hope, 
for the better. Some castings are poured through 
the head with results that are almost unbelievable 
The weight range poured into the head is from 50 
to 6000 pounds. In most cases a favorable con- 
dition is created by removing the center core of 
a hub which is connected with a wheel, flange, 
sprocket, etc. Figs. 5, 6 and 7 illustrate castings 


When pouring into a head, roofing nails are 
placed in the sand where the metal first strikes 
the mold surface. If the sand has the properties 
it should have, nails should not be necessary. 
However, it is added insurance in preventing the 
occasional casting from having a scab. One can, 
if he desires, place zircon sand at the place where 
the metal first strikes the mold. Whenever pour- 
ing into the head the casting is cleaner than if 


The extra cost of boring the hole in the center 


Figs. 6 and 7—These cast- 
ings also were poured di- 
rectly into the head. Many 
in the range of 50 to 6000 
Ib give excellent results 
when poured in this fashion 










hub and the additional metal used is more than 
offset by the core costs and the extra molding 
time to place a gate into a mold. There are also 
some intangible gains. 

Eliminating the core prevents gas formations, 
the possibility of inclusions from a pasted core, 
core penetration or core shift. It also means less 
close up time in securing the core and fewer cracks 
around the heads. Usually two heads are placed 
on a hub with a core. Without a core, one head is 
used. This head covering the complete hub al- 
lows no room for sand inclusions to collect on 
the hub face. 

It is much easier to feed a solid hub with one 
head than a cored hub with two heads. The 
cleaning room can remove the one head with a 
torch and no further grinding is necessary. When 
two heads are used the head must be ground flush 
as the machine shop does object to intermittent 
cutting. The best gradient temperature is accom- 
plished in pouring into the head. Cold metal is 
at the bottom of the casting and hot metal is 
where it should be—in the head. 

In conclusion let us not condemn any type of 
gating because of sand inclusions, when perhaps 
the sand formula is not what it should be or pos- 
sibly the molds are stored and closed for too long 
an interval before pouring. 














serene EATING 


It isn't easy to make sound manganese or aluminum 


bronze castings with a smooth finish. 


castings that are sound of limb and free of 

wind—and still possess a ‘‘skin you would love 
to touch’’—poses a problem for the jobbing found- 
ry that taxes the molder’s ingenuity. He has a 
tenacious film-forming liquid metal to pour which 
froths at the least commotion or disturbance and 
clings to mold surfaces if not moved at an ade- 
quate rate. He must try to devise a plumbing 
system to run this liquid from ladle to casting 
and avoid picking up gas or sand from the gat- 
ing system he devises. 

Manganese or aluminum bronzes, with their 
propensity to form a viscous, sticky aluminum 
oxide film on the liquid when in contact with air, 
act something like a varnish or oil. They must 
be bottom-poured to avoid picking up air which 
later is expelled as a foam or else stays trapped 
in the liquid to form bubbles. In the latter case 
the bubbles show up as pits or pinholes in the 
solidified casting. 

Some foundrymen successfully top-pour cast- 
ings of these metals. A few succeed with tin 
bronze gating systems in special cases. Some shops 
prefer to reduce the velocity of the metal at the 
mold by shortening the distance of metal travel 
and gating into a combined relief sprue and skim 
gate from which a “reverse’’ horn gate enters the 
base of the mold or combined riser-mold. Most 
shops use the traditional bottom-pour, non-turbu- 
lent — reverse horn-gate principles, accompanied 
by traps, dams and screens to eliminate dross. 

When the surface or skin of the casting is of 
paramount importance, it is normal for the found- 
ry to add more traps and dams and screens to the 
gating system to filter out the dirt and dross. 
Then, with a quiet, non-turbulent flow, the gating 
system will pass along only the clear liquid so 
that it may freeze to form a casting with a smooth, 
slick skin. 

Examples of skillful work of this kind are illus- 
trated in the following three castings taken from 
the floor of the Somerville Machine & Foundry 
Co., Somerville, Mass. 

First is a tapered ring with a minimum wall 
thickness of 1 inch. The dimensions of the runner 
system appear in Figs. 1A and 1B. The pouring 
sprue delivers to an open top skim gate at which 
point the flow is choked down to one-third its vol- 
ume and passed along to the skim-bob where a 


H cas to produce manganese or aluminum bronze 





horn sprue takes over to enter the bottom of the 
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Here’s how 
one foundry gated some parts and got such results 


BRONZE 
CASTINGS 


casting. An inspection of the risers shows dross 
topping the down sprue, the relief sprue and the 
tops of two of the risers which were farthest from 
the point of entry. The lengthy runner system 
was apparently delivering clean metal, and the 
scourings from the mold itself were flushed out 
of it and into the risers. A yield of 60 per cent is 
not unusual for castings of this type. 

Figs. 2A and 2B show the 12-in. OD gear blank 
similarly processed in molding. In addition to the 
strainer core at SG which traps the incoming 
dross and reduces the flow 50 per cent, there are 
at least four dirt traps in the sprue system and 
in the runner extensions at RE(a) and RE(b) as 
well as at the throat of the horn sprue C and the 
skim bob SB prior to entering the 6-in.-diam riser 
by way of the cross gate XG. 

Figs. 3A and 3B show a 30-in. OD gear blank 
with a gating system similar to that of Fig. 2. 
Some dross appears at the heel of the riser topping 
the skim gate, but most of the remaining runner 
system remains clean even though five traps SG, 
RE(a), RE(b), SB and C are set into the path 
of the metal stream before it reaches the com- 
bined feeder and casting. 

It is interesting to observe in Fig. 3 that the 
use of a chill opposite the riser served to eliminate 
the need for two additional risers and increased 
the yield to 60 per cent from what might have 
been a 40 per cent yield. 

A summary of casting dimensions and weights: 

Approximate 


Weight, Ib Yield 
Gross Net % 


Approximate 
Part Dimensions 


Tapered ring Diam 24 in., top, 18 in. bottom, 

height 12 in., thickness 1 in. 270 170 63 

OD 12 in., hub 6 in., face 4 in. 240 112 47 

OD 30 1tn., ID 12 in., face 4 in., 

thickness 2 in. 460 270 60 
At Somerville, Mass., the Somerville Machine 

& Foundry Co., which supplied these illustrations, 

is operated by Frank Volpe Sr. and Frank Volpe 

Jr., with Dan Sutherland as foundry superin- 


tendent. 


Spoked gear 
Ring gear 
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Figs. 1A and 1B—Tapered ring casting has a minimum 


wall thickness of 1 





DS—down sprue 
HS—horn sprue 
PC—pouring cup 
RE—runner extension 
REE—riser extension 





KEY TO SYMBOLS 


RS—relief sprue 
SB—shrink bob 
SBB—sprue basin 
SG—skim gate 
XG—cross gate 








in 





Figs. 2A and 2B—Gear blank with 12-in. 
OD was molded in same fashion as the ring 
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Figs. 3A and 3B—Gating system of 30-in. 
OD gear blank is similar to that of 12-in. 
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for progress now facing it? The author dis- 
cusses some of the important recent de- 
velopments, also objectives yet to be fully 
realized, which he feels will permit the 
meeting of this challenge. These activities 
lie in the fields of metallurgy, manufac- 
turing and personnel 


eral Motors Corp. has grown from a one-plant 

operation with about 800 employees to three 
plants with 10,000 employees. Most of this ex- 
pansion has been during the last decade. In our 
division, we have been talking a lot in recent 
months about “meeting the challenge’’—that is, 
the challenge of outstanding opportunities that lie 
ahead of us in the foundry industry. 

Very recently I asked my staff what they 
planned to do in their various fields, particularly 
in 1956 and on to 1960, to enable them to meet 
this challenge. The results impressed me tre- 
mendously, and I would like to discuss some of 
the things they presented as most important in 
the fields of metallurgy, manufacturing and per- 
sonnel. Objectives were presented for many other 
areas, also, but space does not permit coverage of 
all of them. 


Sen 1921, Central Foundry Division of Gen- 


Annealing Malleable Iron—Since 1938, we have . 
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How can the foundry industry meet the a 
challenge of the outstanding opportunities |=. 





pportunities 








decreased the time required to anneal malleable 
iron from 60 to 23 hours by applying our knowl- 
edge of the effect of small percentages of various 
elements on the graphitization rate of white cast 


iron. We expect to further reduce the annealing 
cycle to about 15 hours. We will make every 
effort to anneal all of our products on the basis 
of a 16-hour day, five days a week. Success will 
enable us to apply the continuous-flow principle 
of manufacturing more effectively. 

For many years, we have been trying to make 
an as-cast malleable iron—that is, one produced 
without annealing. Very little progress was made 
until this last year, when we produced some iron 
which contained about one-half of the total car- 
bon as nodules in the as-cast state. To date, our 
work shows a great deal of promise. This is a 
long-range program, and every effort will be made 
to carry it to a successful conclusion as rapidly 
as possible. 

Cupola Operation — Everyone is familiar with 
the extremely high cost of cupola repairs. To help 
reduce this cost, we plan to try to operate our 
cupolas for one week without repairs. Melting 
will be on water glands instead of refractories. 
This change will require the use of projected 
water-cooled tuyeres with hot-blast temperatures 
up to 1000° F. We believe there is a good pos- 
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of the Future 


sibility that this objective can be attained. 

Another objective will be to expand the use of 
humidity control. We have used humidity control 
on our malleable iron cupola blast for many years 
with highly satisfactory results. We now plan 
to use the same control in our gray iron cupolas. 
We hope by doing so to get more uniform iron, 
a substantial coke saving and lower cupola charge 
costs. 

Still another goal will be to employ as many low- 
cost cupola charge materials as possible by using 
a greater percentage of briquetted borings and ex- 
ploring the use of briquetted steel turnings. We 
also will examine possibility of adding gray iron 
borings and steel turnings without briquetting 
through the use of a new method known as the 
Roxy process, which blows gray iron borings and 
steel turnings through the tuyeres of the cupola 
at a point where the iron is melting. 

We also want to make thinner walled castings 
of good design, resulting in a reduction of casting 
weight. We believe that by improving our cupola 
operation through the use of the cupola electric 
duplexing process, we will be able to obtain hotter 
and more fluid iron which will enable us to pour 
thinner walled castings successfully. We believe 
that by doing this, we will continue to make in iron 
many castings which might otherwise be converted 
to nonferrous material. 

Continuous-Flow Manufacturing—One of our 
goals will be to apply more effectively the continu- 
ous-flow principle of manufacturing. Some prog- 
ress already has been made, particularly in the 
foundry departments. There we have combined 
a continuous supply of cores, molding sand, iron 
and molds flowing onto a powered conveyor. Out 
of this system has come a high-quality, low-cost 
product never possible with the old batch method 
of floor molding. Over the years, we have reaped 
benefits from continuous-flow manufacturing, but 
much more remains to be done. 

Shell molding will contribute greatly to prog- 
ress made in continuous-flow manufacturing. At 
our Defiance O., plant, for example, we are making 
camshafts in shell molds. About 60 shells per hour 
are made on blow hot press shellmaking machines. 

They are placed on a pendulum conveyor for 
pouring, then go to the shakeout, where an auto- 
matic transfer device pre-positions the gate of cast- 
ings for automatic pickup by the cooling conveyor. 
The cooling conveyor then transports the gate of 
castings through the cooling area and through a 
cleaning cabinet, where the castings are cleaned 
by a sand method developed by our engineers. This 
method does not destroy the smooth finish char- 
acteristic of shell castings. 
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The castings then are taken on the conveyor to 
the debobbing operation, where the gate of cast- 
ings is removed from the conveyor and the four 
camshafts debobbed simultaneously. At this point, 
the castings are inspected, then picked up auto- 
matically by a storage conveyor and transported 
to milling machines, where a milling and centering 
operation is performed. 

A transfer device picks up the milled camshaft 
from the mills and places it in a cam hardener. 
After hardening, the shafts are deposited auto- 
matically on a table, where the final inspection 
takes place. Another part, made in shell molds, 
to which the continuous-flow principle has been 
applied effectively is automotive crankshafts made 
of pearlitic malleable. 

We are sure you can see the advantages of this 
type of manufacturing over previous methods used. 
The application of the continuous-flow manufac- 
turing principle will be pursued vigorously in all 
of our plants. 

Shell Mold Process—Another objective will be 
further development of the shell mold process, in 
which the division became interested about seven 
years ago. It then was a new method some people 
believed to be another dream of an over-enthusias- 
tic engineer. We felt that it could be a method 
of producing castings of superior quality, some- 
thing we had been seeking. After much experi- 
mental work and four years of production, this 
process not only has fulfilled our expectations, but 
has offered to us a vast new field for development 
in our industry. The greatest improvement has 
been in the mechanization of the process. 

Initially, as a manual operation, we could make 
only a few shells per hour. Later, a machine was 
designed and built in Saginaw on which one man 
could make about 30 shells per hour. Just re- 
cently, a new machine known as a “blow hot press” 
was developed by our engineers and the General 
Motors research staff, and one man now is capable 
of making 60 camshaft shells per hour. We are 
sure that with further development the machines 
will be capable of making 90 to 100 shells per 
hour. Also, we are able to make much thinner 
shells with this new method, substantially reducing 
the cost of the materials used. 

Four years ago, we thought that the advantages 
of the shell process were primarily in the manu- 
facture of small parts. We now are producing, 
however, a wide variety of castings ranging from 
valve rocker arms weighing a fraction of a pound 
and camshafts weighing 10 lb to V-8 engine crank- 
shafts weighing 70 lb. The following production 
figures for the last five years and our tonnage 
forecast for 1956 will give some idea of the tre- 
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mendous growth the shell process offers: 1951, 
3 tons; 1952, 650 tons; 1953, 3,700 tons; 1954, 
6,500 tons; 1955, 20,500 tons; 1956, 63,000 tons. 

Shell Cores—In the last year, much progress has 
been made in the use of shell cores in green sand 
molds. We believe this process has tremendous 
possibilities. A core made by the shell process is 
ready for use shortly after removal from the 
corebox; therefore, much of the present-day equip- 
ment needed in the coreroom and a great amount 
of trucking and handling of fragile sand cores can 
be eliminated. 

The high cost of the phenolic resin used in the 
process has been one stumbling block to a greater 
application of the process. We are carrying on a 
very aggressive program to find a substitute ma- 
terial. We also are working on methods to reduce 
the amount of resin and the material cost so that 
it will not be too great an obstacle in the further 
development of this process. 

High-Pressure Molding—Another development 
on which we are working on is diaphragm or high- 
pressure molding. Our studies indicate that this 
method of green sand molding has a definite ad- 
vantage over other methods in the manufacture of 
certain types of small castings. Hardness of pres- 
sure molds is highly uniform, a property which 


Pouring shell molds on a continuous conveyor. 





produces quality castings of close dimensional tol- 
erances. Molds can be produced at a high rate 
without noise, vibration and heavy jarring. As a 
foundry technique for producing better castings at 
a lower cost, diaphragm molding cannot be over- 
looked, and we intend to explore its possibilities 
in all of our operations. 

Quality Control—No. 1 objective in manufactur- 
ing is to produce the finest quality product at the 
lowest possible cost. The need for improved qual- 
ity in our products is quite apparent if we are 
going to remain competitive. The continuing ef- 
fort to mechanize machining operations is forcing 
us to supply high-quality castings consistently held 
to close dimensional tolerances. To attain this 
objective, we must raise the level of management 
thinking in all areas, with the ultimate objective 
of enlisting the willing effort of all hourly-rate 
people, working together as a team for quality. 
Constant top-management emphasis will be ap- 
plied through training and improved communi- 
cations between the foreman and his employees. 

Quality control now is firmly established in all 
of our plants and is proving to be a valuable tool 
for management. Its use will be further expanded 
and improved throughout all of our operations. 

The feed-back principle will be used more ex- 


After they have been poured, 


the molds are left on the conveyor for a short period to permit them to cool 
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tensively to keep defectives at a minimum before 
corrective action is taken. Continuous samplings 
of castings taken as close to the shakeout as pos- 
sible will be cleaned for inspection, and information 
pertaining to such defectives will be relayed to the 
molding and pouring areas for immediate correc- 
tion. 

The objectives outlined will be difficult to 
achieve, but they are attainable. We are sure that 
our manufacturing departments will be ready to 
meet the challenge of the unlimited opportunities 
ahead of them. 

Personnel—The most valuable single resource of 
any organization consists of the skills, capacities 
and creativeness of its employees. For the sake 
of contributing to the greater well being of each 
individual, and to strengthen any organization, we 
must do an effective job of administration and 
training. We must pass along information, develop 
skills and modify attitudes so as constantly to 
improve the job performance of each employee. 

The No. 1 personnel objective in any organization 
must be the building of a strong management 
team. We must plan for replacement, expansion 
and strengthening of the management group. We 
must realize the importance of lead time, for the 
supervisory positions today require training and 
abilities which cannot be developed overnight. In 
our planning, we must constantly be raising our 
sights toward new and bigger goals and provide 
an adequate supply of men with potential to as- 
sume the ever-increasing complexities of manage- 
ment responsibilities. 

To accomplish this objective, we must have a 
formalized management manpower planning pro- 
gram. This will implement the basic personnel 
objective of having the right people in the right 
places at the right times. The program must 
start from a base of information which provides 
factual knowledge of future manpower require- 
ments, specific with respect to numbers, and kind 
of jobs involved, and factual knowledge of present 
manpower—how it is being utilized, performance, 
potential, etc. 

Having adequate information in these two areas 
available in readily usable form at all times is the 
key to planning successfully to meet further man- 
power requirements, whether they be up or down. 
As an example, our division has forecast its super- 
visory needs through 1960. By analyzing our previ- 
ous turnover experience and additional require- 
ments caused by projected expansion, we know what 
our manpower needs will be. If our forecast figures 
hold true, in 1956 we will have 69 opportunities to 
improve our organization. 

In such a program, one naturally is concerned 
as where to get the additional manpower needed. 
Some must be new hires on direct assignments, but 
we should keep this number as low as possible, in 
order to adhere to a “promotion from within” pol- 
icy. Transfers and promotions from the lower 
levels will account for many. Each year we have 
found that the technological advances in our bus- 
iness require more college trained men. 

Some of our jobs are filled by men with General 
Motors Institute background and others are filled 
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Example of improved handling operation. The 
blown cores shown at bottom resting on drier 
are raised by a platform which travels both 
upward and laterally to a convenient height. 
Operator then transfers cores to oven racks 


by recruiting at colleges and universities through 
the country. We pay particular attention in our 
recruiting to those schools which provide gradu- 
ates with a sound background in the fields of 
metallurgy and foundry technology. 

There are 16 colleges and universities through- 
out the country which provide their students with 
such background through the grants made to them 
by the Foundry Educational Foundation, Cleveland. 
The foundation is supported by funds received from 
foundry organizations all over the country. More 
such financial support is needed so that this im- 
portant work can be continued. 

We must regard our progress in the past as a 
prophecy of the future. We must visualize our 
people, not only as they are now, but as they can 
be developed. We must determine and supply the 
training necessary to increase their flexibility and 
provide for their greatest utilization. Their re- 
sulting development will furnish them with per- 
sonal satisfaction and raise the performance level 
of the organization. This program will insure that 
the foundry industry not only will continue to 
exist, but will continue to lead. 

This is a great new competitive era we are en- 
tering, and we welcome it, for we firmly believe 
that if we meet the challenge that faces our in- 
dustry, we can keep the casting process where it 
belongs by right of its inherent advantages—out 
in front! 
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By W. HAGEDORN 








Fig. 1—A lift-out key and Fig. 
plate for smaller patterns 











2 — Lift-out provision 
and rapping plate combined 


REDUCE PATTERN 


wood, are subject to mechanical wear and tear 

in addition to the effects of humidity and heat. 
With constant use, the surface of a pattern de- 
teriorates and causes roughness and dimensional 
inaccuracy in castings. 

The cause of pattern wear is 


F cos, are patterns, especially those made of 


not always 


natural deterioration, which is, after _ all, 
unavoidable. Damage frequently is caused by 
careless, rough handling of the patterns. For that 


reason, all points subject to great wear should be 
strengthened and protected adequately. 

Studies of damaged pattern equipment have 
shown that rapping, lift-out and handling pro- 
visions often are either poorly executed or over- 
looked entirely. If a molder does not find these 
essential facilities provided, he is forced to im- 
provise, and because his earnings frequently are 
based on his production, he is likely to be more 
concerned with speed in removing the pattern from 
the mold than in giving it special care. 

Where there are few eyes or lugs, a molder may 
insert a spike in the joint face and twist. This 
practice causes destruction of the wood fibers and 
impairs the accuracy of the pattern, necessitating 
frequent, costly repairs. To avoid such expense, 
foundries should insist upon proper provisions for 
rapping and lift-out and for iron hangers on all 
new pattern equipment. Avoidable wear on pat- 
terns in the foundry thereby is minimized, and the 
molder’s productivity is increased. 

The handling facilities on patterns shown in the 
accompanying illustrations have proved themselves 
and can be recommended for practical application. 

Fig. 1 shows a lift-out key and plate. These 
are available in various sizes and are used princi- 
pally with small to medium-sized patterns. For 
patterns of this size, a combined rapping and lift- 
out plate often is used. 

The plate shown in Fig. 2 may be made in the 
foundry. The smooth bore to receive a spike and 
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the threaded bore for the lifting screw are com- 
bined in one plate, located at the center of gravity 
of the pattern and fastened with several wood 
screws. 

With larger patterns, it is advisable to separate 
the rapping plate and the lift-out provisions. Fig. 
3 shows a special rapping plate suitable for heavy 
and large patterns. The center bore is formed so 
that the curvature is gradual, thus providing a 
collar on the underside which helps to seat the 
plate properly in the pattern. Smooth bores with 
sharp edges have been found unsuitable, for after 
several rappings a burr is formed which must be 
removed periodically. In this connection, it is im- 
portant to point out that the wood screws must 
be fitted and inserted into the plate correctly and 
with proper tools. 

Fig. 4 illustrates the correct method of boring. 
First, a hole 0.02-in. smaller than the root dia- 
meter of the screw should be drilled the entire 
length of the screw. Then the portion for the 
screw body is drilled 0.02-in. smaller than its dia- 
meter. In this way, it is possible for the screw to 
enter the hole evenly without going too far or 
without breaking and tearing the wood, thus assur- 
ing a perfect seat in the hardened plate. 

The rapping plate shown in Fig. 5 is rather com- 
plicated and expensive. It gives good service, 
however, even at high production rates, and is 
recommended for large patterns used on long pro- 
duction runs. The plate is fastened with machine 
screws welded to a counterplate. A tube is welded 
to the flange to lengthen the bore of the shaft. 
Thus the entire installation gets an exceptionally 
good hold in the pattern. For this installation to 
be effective, a strong, rigid pattern construction 
must be used which distributes the hard blows 
during rapping over the entire body of the pattern. 
In that way a concentration in the area of the 
rapping plate will be avoided. 

To lift heavy and cumbersome patterns from 
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Fig. 3—Rapping plate for 
heavy and large patterns to drill for wood screws 
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WEAR 


the bottom board, metal straps or bands invariably 
are used because they offer a practical and simple 
means of securing lifting hooks. Fig. 6 illustrates 
how these straps may be used either inside or out- 
side the pattern. They should be installed so that 
they are slightly below the parting line and so that 
the pattern can rest on the bottom board during 
the molding process. Either wood or machine 
screws may be used to fasten these straps. For 
easy insertion of the hook, a half-round or semi- 
circular depression must be made in the pattern. 
Provisionally screwed-on lift-out straps on the ex- 
terior walls of a pattern are in any case only tem- 
porary measures and should be avoided since they 
often damage the mold cavity during lift-out and 
require time-consuming repairs. 

Fig. 7 shows several types of hanger straps 
recommended for crane transportation of heavy 
patterns and core boxes. They permit rapid and 
sure handling and provide a means of fastening 
to the mold to prevent movement. In this way, 
damage through use of chains or heavy ropes can 
be avoided. 

There is a difference between the hanger plate 
and the hanger eye. The hanger eye is made of 
iron and is fastened to the exterior of the pattern. 
The eye of the hook extends beyond the pattern 
surface. This construction is used principally 
where large surfaces or core stock are at one’s dis- 
posal, since unavoidable damage does occur, and 
where repairs can be made to the patterns without 
great difficulty. The hanger plate is either rec- 
tangular or round, with a threaded hole for screw- 
ing in the eye bolt. This part is mounted flush 
with the outer surface of the pattern so that the 
shape is not changed to any great degree by its 
addition. Hence the hanger plate is especially 
suited for those patterns which have irregular 
shape. 

Fig. 8 shows how to construct and mount an 
offset iron strap on the side wall of a corebox. 
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Fig. 4—Diagram shows how 
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Fig. 8—Offset iron strap on wall of corebox 
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foundry alloys were classified both as to com- 
position and as to application. The high-strength 
brasses (manganese bronze), yellow brasses and 
semi-red brasses were described. As the percent- 
age of zine is reduced further, we find that the 
red brasses and the bronzes containing 10 per cent 
or less of tin have so much in common that they 
may very well be classified in the same group. 
They are among the most commonly used of all 
brass-foundry alloys. 


l: A PRECEDING article (March, 1956) brass 


Alloy 8 9 10 
Copper, per cent 85.00 88.00 88.00 
Tin, per cent . 5.00 6.00 8.00 
Lead, per cent 5.00 2.00 0.30 max 
Zine, per cent f ‘ 5.00 4.00 4.00 
Nickel, max. per cent 1.00 1.00 1.00 
Tensile strength, min. psi 30,000 34,000 40,000 
Yield strength, min. psi 14,000 16,000 18,000 
Elongation, min. per cent 20 22 20 
ASTM Alloy No B145(4A) B143(2A) B143(1B) 


Numerous similar alloys are in use, having pro- 
portions which vary quite a bit from those shown, 
but any composition having less than 4.0 per 
cent tin or more than 6.0 per cent lead hardly be- 
longs in this group. Variations are due to a pref- 
erence on the part of the foundryman or his custo- 
mer, or to an effort to reduce cost or improve 
machinability, without much effect on other prop- 
erties. In practice the physical properties of the 
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Last month, Mr. St. John be- 
gan his discussion of compo- 
sitions and applications of 
brass foundry alloys by cov- 
ering high-strength, yellow 
and semi-red_ alloys. This 
ninth 


on The Brass Foundry, takes 





article, in his series 


up red brasses and bronzes 


By HARRY ST. JOHN 


Foundry Consultant 


alloys listed are often much better than those 


shown in the table. For example, in the case of 
Alloy 9, a tensile strength of 50,000 psi, accom- 
panied by an elongation of 40 per cent, is not un- 
usual. 

Silicon, aluminum and magnesium affect the 
structure of these alloys vary unfavorably, evi- 
denced by a coarse, discolored fracture. Not more 
than a trace of any of these can be tolerated. Ac- 
cording to specification, sulphur up to 0.08 per 
cent is permissible in Alloy 8, 0.05 per cent in Al- 
loys 9 or 10. If sulphur can be limited to con- 
siderably lower values, a possible source of trouble 
will be avoided. Phosphorus should not exceed 
0.05 per cent, iron 0.15 per cent, antimony 0.25 
per cent. As in other alloys described previously, 
1 or 2 per cent of nickel markedly refines the 
grain. 

In these alloys we are still dealing with the alpha 
solid solution of zinc and tin in copper. Tin by 
itself is soluble in copper up to about 16 per cent, 
but in the presence of zinc, when tin exceeds about 
5 per cent, a new phase appears. In slowly cool- 
ing heavy sections, tin has a tendency to concen- 
trate in the last metal to solidify and this begins 
to show the tin rich complex of tin and copper 
known to the metallurgist as the alpha-delta 
eutectoid. Under the microscope this is apparent 
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as tiny light-colored particles scattered through 
the matrix. These particles are very hard and 
materially increase the strength of what would 
otherwise be the weaker sections of the casting. 
As the proportion of tin in the alloy increases, the 
proportion of the delta constituent increases also. 

Alloy 8, commonly known as ounce metal or 
85-5-5-5 is a general purpose alloy which has long 
been a favorite. It is largely used for medium pres- 
sure valves and fittings and for high-grade plumb- 
ing fixtures. Alloy 9, often referred to as Navy 
M, is one of the best alloys for high-pressure 
valves. It can be used at temperatures up to 550° F. 
Alloy 10 is the modern Navy G, having largely 
replaced traditional gun metal, 88 copper, 10 tin, 
2 zine. Its resistance to sea water is good, mak- 
ing it suitable for marine engine parts. One of its 
principal uses is for heavy-duty, slow-speed bear- 
ings. It is also used for high-pressure valves. 

The foundry behavior of these alloys, particu- 
larly Alloy 9, is good, although all are critical as 
to pouring temperature. Their solidification shrink- 
age is relatively small; gates and risers can be 
held to a minimum. Alloy 8 is the cheapest and 
by far the most machinable of the three. Its prin- 
cipal disadvantage is a tendency to gas porosity 
if melting conditions and pouring temperatures are 
not controlled carefully. 
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In the brass foundry at Crane Co.’s Chicago Works, most red metal is 
melted in electric arc furnaces. 








Capacities range from 250 to 1000 Ib 


Where specifications permit, alloys of superior 
properties can be obtained by the addition of sub- 
stantial percentages of nickel. For example, in 
Alloy 8, if 5.0 per cent of nickel replaces a like 
amount of copper, the minimum tensile strength 
is increased to 40,000 psi, and the yield strength 
to 20,000 psi, with no loss of elongation. This 
metal is so uniformly fine grained and dense as 
to be impervious to the penetration of refrigeration 
gases, making it possible to substitute castings for 
forgings in certain applications. 

Bearing Bronzes—In this group are included the 
phosphor bronzes, of which there is a considerable 
variety, ranging in phosphorus content from 0.20 
to 1.00 per cent. In the absence of lead they are 
very hard and long wearing, suitable for gear- 
blank castings which are often chill cast to give 
a harder wearing surface. The tin may run as 
high as 20 per cent in which case the elongation 
drops to about 2.0 per cent and the yield strength 
almost equals the tensile. 

Among the bearing bronzes a traditional favorite 
is 80 per cent copper, 10 tin, 10 lead. The combina- 
tion of a hard matrix with the soft lead inclusions 
facilitates lubrication and makes the alloy suit- 
able for bearings of higher speed. For railroad 
cars and locomotives a bearing sometimes used has 
a steel back lined with 77 per cent copper, 7 tin 
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and 16 lead. The variety of bearing alloys is very 
great; each seems to have distinctive properties 
which recommend it to its user. One extreme is 
an alloy used for packing rings, containing 60 per 
cent copper, 40 lead, or even 50 per cent copper, 
50 lead, which it seems logical to mention here, 
even though it can scarcely be classified as a 
bronze, or even as an alloy. This, by the way, 
is an extremely difficult mixture to handle since 
lead is much heavier than copper and does not dis- 
solve to any great extent. Vigorous stirring when 
the metal is ready to pour is essential. Plunging 
stick sulphur into the molten mixture is sometimes 
done to help hold the lead in suspension. 

Miscellaneous Tin Bronzes—For resistance to 
acid corrosion, such as in mine waters, true bronzes 
like 90 per cent copper, 10 tin or 95 per cent cop- 
per, 5 tin are often used for valves and fittings. 

For architectural work, doors, statues, tables 
and the like a typical alloy would be 90 per cent 
copper, 5 tin and 5 zinc, although the tin and zinc 
may vary considerably either above or below 5.0 
per cent. Molding, gating and pouring to achieve 
the desired intricacy and perfection of surface con- 
stitute more of a problem than does the composi- 
tion of the metal used. The principal requirement 
is that the casting must stand weathering and de- 
velop an attractive patina. 

For bells the tonal requirement makes neces- 
sary a hard brittle bronze. If it doesn’t crack in 
the making or in use the foundryman breathes 
a sigh of relief. Eighty per cent copper, 20 per 
cent tin is a typical alloy. 

Copper Castings—For electrical fittings the high 
conductivity of copper is an important considera- 
tion. Pure copper is difficult to cast because of 
its habit of setting free large volumes of gas dur- 
ing solidification. Small additions of deoxidants 
such as phosphorus and silicon will overcome this 
condition but they seriously reduce the electrical 
conductivity. For example, otherwise pure copper 
containing 0.20 per cent phosphorus will make 
sound castings having a conductivity less than 20 
per cent that of standard wrought copper. It is 
necessary to use a deoxidizer which will not re- 
main in solid solution in the copper. High-con- 
ductivity copper castings should have a purity of 
99.85 except for certain special compositions which 
will be mentioned a little later. The minimum elec- 
trical conductivity should be 80 per cent of stand- 
ard. 

For the successful production of pure copper 
castings the purest copper obtainable should be 
melted under an atmosphere as nearly stagnant 
as possible, free from water vapor and uncom- 
bined oxygen. After superheating to a tempera- 
ture of not less than 2300° F, a deoxidant such 
as calcium boride (about 4 oz per 100 Ib) or boron 
carbide, is plunged into the melt and stirred vigor- 
ously. Addition of 0.02 per cent lithium metal 
also will produce copper with high conductivity. 

To a considerable extent the use of pure copper 
castings has been supplanted by high-copper alloys 
which can be hardened by heat treatment. 
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ium, beryllium, cobalt, nickel and silicon, in close- 
ly controlled combinations, are effective alloying 
elements. These alloys are mutch less troublesome 
to cast than is pure copper. The castings combine 
increased strength with high conductivity. As they 
come from the sand their properties are not re- 
markable but, gradually, as time goes by, their 
character changes due to the combination of the 
alloying elements with each other. A new phase 
appears in the form of minute particles finely dis- 
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Induction furnaces in Crane Co.'s Chicago 
Works brass foundry melt manganese 
bronze and some red brasses and bronzes 


persed throughout the copper matrix, greatly 
strengthening and hardening the casting and at 
the same time permitting the conductivity to rise. 

In practice, heat treatment takes the place of 
the slow aging process, producing results much 
more rapidly and effectively. Varying somewhat 
according to which alloying elements are used, the 
castings, after cooling in the sand, are heated to 
about 1650° F for an hour or more, then quenched 
to room temperature and again heated to about 
950° F for three or four hours. This sequence of 
operations is commonly called precipitation hard- 
ening. 

For highest conductivity 0.80 per cent of chromi- 
um, combined with 0.08 per cent silicon in other- 
wise pure copper can be made to yield a con- 
ductivity of 85 per cent with strength and hard- 
ness considerably above that of pure copper alone. 
Nickel or cobalt similarly combine with silicon to 
produce even higher strengths although lower con- 
ductivities. A combination of 2.60 per cent cobalt 
with 0.40 per cent beryllium can result in a 
strength of 90,000 psi and a brinell hardness of 
220, accompanied by a fairly respectable conduc- 
tivity of 45 per cent. When conductivity is not 
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of prime importance, remarkable physical proper- 
ties are reported for some of the beryllium alloys, 
as witness the following: 

Tensile strength, 180,000 psi; yield strength, 
115,000 psi; elongation, 3 per cent; brinell hard- 
ness, 425; electrical conductivity, 20 per cent. This 
is an alloy of 97 per cent copper, 2.50 per cent 
beryllium and 0.50 per cent cobalt. 

In these and other precipitation hardening al- 
loys the added elements must be present in just 





the right proportions, and the presence of impuri- 
ties may be critical. 

Alloys in this group are expensive but their com- 
bination of favorable electrical properties, strength, 
resistance to wear, erosion and corrosion gives 
them a place where service conditions are extreme. 
An important if somewhat limited application is 
for nonsparking hand tools in oil refineries and 
other places where the danger of explosive atmos- 
pheres exists. 

Copper-Base Silicon Alloys—Silicon plays a pe- 
culiar role in its relation to the copper-base alloys. 
It reacts badly in the presence of lead, forming a 
drossy lead silicide which inevitably affects both 
the appearance and pressure tightness of castings. 
Even more serious is the fact that, in the red 
brasses and bronzes, quantities of silicon too mi- 
nute to cause much trouble with lead result in a 
coarse dendritic structure so that the castings 
not only have a bad appearance but are very lack- 
ing in strength and pressure tightness. However, 
there is reason to believe that the effect of sili- 
con on crystal structure occurs only when tin and 
zinc are both present in the alloy and not even 
then when the percentage of tin is small compared 
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with the amount of zine present. At any rate, sili- 
con is an important element in a useful group of 
copper-base alloys, some of which contain zinc, 
some tin, but seldom both together. 

The best alloys in this group all contain approxi- 
mately 4.0 per cent silicon with one additional al- 
loying element, which may be zinc, tin, iron or 
manganese. Typical compositions and properties 
are shown below. 


Alloy 11 12 13 14 

Copper, per cent : : 82.00 95.00 95.00 94.50 
Silicon, per cent ; 4.00 4.00 4.00 4.00 
Tin, per cent .. a ye earn 1.00 ee aes 
Lead, max. per cent .. He 1.00 0.50 0.50 0.50 
Aine, POP CONt. «oc cccc cas 14.00 wee a er 
Manganese, per cent ...... ed 1.00 diets 
Iron, per cent . 6 ei anna 1.50 
Tensile strength, psi ...... 60,000 50,000 50,000 50,000 
Yield strength, psi . “y 25,000 20,000 20,000 24,000 
Elongation, per cent . wens 20 22 22 15 


ASTM Alloy No. . B198(13A) 


The silicon is partially soluble in the copper 
matrix but further combines with the second alloy- 
ing element to form a silicide. This precipitates 
out (like some of the high-copper alloys discussed 
previously) in dispersed fine particles. These give 
the alloys their enchanced physical properties. 
Precipitation takes place without the necessity of a 
heat treatment. 

The silicon brasses and bronzes offer no great 
difficulty in the foundry although they may be a 
bit troublesome at first to the foundryman who 
is not accustomed to their use. In solidification 
shrinkage the silicon alloys are midway between 
manganese bronze and the red brasses and bronzes 
and thus need smaller gates and risers than do 
the high-zine alloys. They are critical as to pour- 
ing temperatures, which range 100° F to 200° F 
lower than for the red metals. It is important not 
to overheat the metal in the furnace. The foundry 
and the machine shop must use extreme care to 
keep foundry returns and machine turnings sepa- 
rate from other alloys in order to avoid silicon con- 
tamination of the red metals. 

The silicon brasses and bronzes have excep- 
tionally good corrosion-resisting properties and are 
superior in this respect to most if not all of the 
other copper-base alloys. They can be used for 
valve bodies and fittings, where pressure tightness 
is an essential, as well as for valve stems and trim. 
In cases where only moderate strength is required 
(50,000 psi tensile) and manganese bronze en- 
counters corrosion difficulties, the silicon alloys 
can be used to advantage. Their versatility is il- 
lustrated by the fact that they can also be sub- 
stituted for the tin bronzes in the manufacture of 
bearings, ornamental work and bells. They give 
excellent service in marine work and in mine wa- 
ters. Their principal disadvantage is cost. Inci- 
dentally, the foundryman should not attempt to 
make these alloys himself but rather should use 
ingot furnished by an authorized smelter. 

Two important alloying elements remain to be 
discussed—aluminum and nickel. The next article 
will cover these and will also summarize the quali- 
ties of the different alloy groups to show how best 
a particular alloy can be selected for a specific ap- 
plication. 
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TABLE |—Analysis of 
Typical 4-Screen Bank 
Sand - 
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140 27.40 we 
200 12.80 

270 4.80 

Pan 3.80 
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ANY nonferrous foundrymen have _ sought 
Vj more information on the nature, quality and 

purpose of additives commonly used in syn- 
thetic sands. In addition to discussing these points, 
the authors will analyze some casting defects and 
attempt to point out the influence on them of 
other factors than sand. 

The Four-Screen Sand — Since this paper will 
deal in terms of the popular and successful four- 
screen sand!, it may be wise to review briefly 
the basic concepts of this type of synthetic sand. 
The first and perhaps foremost prerequisite is 
the distribution of the sand grains themselves. 
Table I shows a typical screen analysis of bank 
sand which has given satisfactory results. Note 
that on a clay-free basis, the following base pat- 
tern is obtained on the four adjacent major screens: 

On the 50 sieve—3.5 per cent maximum; 70 sieve 

-10-15 per cent; 100 sieve—25-35 per cent; 140 
sieve—25-35 per cent; 200 sieve—10-15 per cent 

Before selecting the base sand or sands, the 
foundryman should consult with his sand supplier 
regarding availability, base cost shipping points 
and guaranteed analysis limitations. Keep in mind 
that the next coarser sieve immediately above the 
four-screen group must be controlled to a 3.5 per 
cent maximum, or casting finish will become rough. 
When this value exceeds 3.5 per cent, there usually 
is practically no positive action for compensation 
that will produce smooth finish. The only solution 
is to eliminate the coarse grains of sand. 

The sand grains usually are bonded with south- 
ern bentonite, although western bentonite or fire- 
clay has been used on occasions. 
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Experience has proved that a stabilizer is needed 
in nonferrous synthetic sands as much as in fer- 
rous synthetic sands. Most operators find that the 
stabilizer is not an “aspirin” tablet, as they once 
believed, but is necessary to attain the flexibility 
never possible under their old sand practice. Many 
types of stabilizers are available today, the cel- 
lulose variety being the most popular in the non- 
ferrous field. The partially carbonized cellulose 
has, in addition to the stabilizing quality, the 
extra feature of developing extremely high flow- 
ability in the sand. 

A formula which usually works well in starting 
a new synthetic sand calls for 6 per cent southern 
bentonite and 2 per cent stabilizer. Moisture runs 
3 to 3.5 per cent. After the first heat, these ad- 
ditives should be cut back to about 0.5 per cent 
southern bentonite and 0.25 per cent stabilizer. 
Moisture content eventually will level off at 3.8-4.2 
per cent for machine molding and 4.2-4.6 per cent 
for loose pattern work. Nonferrous foundries are 
successfully casting in the range of several ounces 
up to 1 ton using this type of sand practice, and 
molds are poured in green sand. As the casting 
weight is increased, it may be necessary to run 
clay and total combustible content at slightly 
higher levels. 

Clay Addition for a Synthetic Sand—Generally, 
the foundryman may select from three clay types, 
western bentonite, southern bentonite and fire- 
clay. Bond is used in the sand mix primarily to 
render a cohesive force in the matrix that will hold 
the sand grains in a fixed position after ramming 
and maintain this position throughout pouring. 
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Failure to do so results in dirt inclusions in the 
casting. Clay also has some effect in suppressing 
expansion defects because of its high shrinkage 
factor. 

Selecting the Proper Clay—One of the first 
considerations should be the ability of these clays 
to develop green compression strength. Fig. 1 
shows green compression curves developed by the 
1-10 ram test on mixes containing, respectively, 
(on a by-weight basis), 6 per cent southern ben- 
tonite, 6 per cent western bentonite and 6 per 
cent fireclay. The base sand in each case consisted 
of 60 parts lake sand and 40 parts bank sand. 
Moisture content was 3.2 per cent. From the 
curves, one can see that if fire clay is used, an 
amount in excess of 6 per cent by weight will be 
required to develop adequate working green 
strength. Successful results have been achieved 
by using 10 per cent of fireclay by weight when 
a new synthetic sand is started. 

Southern bentonite most commonly is chosen for 
the clay additive because it is possible to operate 
these high green strengths—strengths necessary 
to stop dirt inclusions from cutting or washing, 
erosion scabs and swells—yet to cause no serious 
loss of flowability. 

If dry or hot strength requirements are critical, 
southern bentonite will have to be augmented with 
either western bentonite or fireclay; southern ben- 
tonite develops lower dry and hot strength than 
either of the two other types of clay. For specific 
comparisons of dry and hot strength values be- 
tween these three clays, refer to the literature on 
the subject. 

Western bentonite seems to be the better choice 
for systems that run extremely hot sand—120° F 
and higher. Apparently, southern bentonite and 


Fig. 1—Chart shows green compression strengths 
with western bentonite, southern bentonite and 
fireclay. The sand mix contains 60 parts lake 
sand, 40 narts bank sand, 6% clay and 3.2% water 


fireclay deform less than western bentonite, and 
the excessive heat causes southern bentonite and 
fireclay to become extremely brittle. The end re- 
sult frequently is that side walls dust off and sharp 
edges break or crumble easily. In a synthetic sand 
to be used primarily for hand ramming of loose 
pattern equipment, fireclay often is used. Since 
a larger volume of this type of clay is required to 
produce a working green strength, there is a 
greater mass of clay to assist in retaining moisture, 
somewhat as in natural bonded sands. This feature 
is necessary where molds lay open with exposed 
suriace area while broken corners are patched and 
sprues, runner and gates are cut. 

Testing Clay Activity or Strength—Numerous 
tests are used by the foundry industry to deter- 
mine the activity of clay in sand. These tests 
measure activity from room temperature up to 
and including 2500° F. They include the follow- 
ing 

1. Green strength—loaded under compression, 
tension or shear. 

2. Air set strength—usually loaded under com- 
pression. 

3. Dry strength 
sion or shear. 

4. Hot strength 
sion. 

The most common test is, of course, the green 
compression test. Since a compression test at the 
three-ram level may be misleading, because of 
insufficient information, the 1-10 ram series (de- 
veloped by William Moore, Meehanite Corp. See 
AFS Transactions, 1950) has been incorporated in 
the control of four-screen synthetic sands. 

Experience has proved that such defects as cuts, 
washes, etc., virtually can be eliminated in non- 
ferrous founding when green compression strengths 
developed at the 10-ram level are a minimum of 
25-30 psi. A typical 1-10 ram test is illustrated in 


loaded under compression, ten- 


usually loaded under compres- 
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10 
Moisture 4.6% 


Table II. These data also indicate the degree of 
flowability in the sand. Rate of increase in mold 
hardness should be quite rapid and show an ulti- 
mate hardness value of 95 or 96 by the tenth 
ram if maximum flowability can be expected. 

Testing Clay Content—Until recently, the only 
test for clay content was that which appears in 
the AFS Foundry Sand Handbook. Many foundry- 
men have been misled by the results from this test, 
simply because they failed to read the definition 
of AFS clay. The term “AFS clay” merely means 
that earthy portion of a sand sample which is 
smaller than 20 microns in diameter and will 
settle out at a rate equal to or less than 1 in. 
per minute when suspended in water. When 
combustibles are present in the sand, as in used 
molding sand, the test does not reflect the true 
clay content. Therefore, if the quantity of com- 
bustible material removed during the physical 
separation of AFS clay from SiO. could be de- 
termined, the result would be closer to a true 
clay value. 

In the procedure outlined by J. S. Schumacher?, 
the total combustible content is determined for 
a given sand sample, as received from the foundry 
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TABLE Il—Typical 1-10 Ram Test Data 
Green Green 





Mold 

Perm. Comp. Hardness Wot. 
82 99 83 144 
62 14.0 88 151 
48 17.4 92 155.5 
43 20.5 92 158 
40 23.2 93 160 
37 26.0 94 161.5 
35 28.5 95 163 
32 29.3 95 164 
30 31.4 95 164.8 
29 32.8 95 165.5 


Dry Compression 71.3 psi 


Figs. 2 and 3—Two views of metal penetration on an aluminum fan 
blade. The heavy fin would lead one to believe mistakenly that 
tremendous pressure existed inside the mold because of excessive 
moisture, high total combustible content or a combination of both 


(TC,), as well as on the sample after AFS clay 
separation and sieve analysis (TC,). The difference 
represents the quantity of the total combustibles 
washed from the sand with the clay. This loss, 
in per cent, is subtracted from the per cent AFS 
clay content and the result referred to as true clay. 
The formula is this: 
% True Clay = % AFS Clay — (TC, — TC.) 

This procedure would seem to be substantiated 
by the correlation with the Bouyoucos test gen- 
erally conceded to be the most accurate method 
known for measuring clay content in foundry 
sands. Table III shows laboratory data for both 
true clay and clay by Bouyoucos methods. Note 
that the values obtained are identical. Similar 
tests run on other sands gave the same com- 
parisons. 

Combustible or Stabilizer Addition—Even though 
carbon-type stabilizing materials have been looked 
upon in the past with a degree of suspicion by some 
nonferrous foundrymen, their true value for impart- 
ing a greater flexibility to foundry sand now is real- 
ized. The main functions of a stabilizer are these: 

1. To develop thermal stability, which controls 
expansion defects such as rat-tails, buckles and 
scabs. 

2. To peel the sand from the casting, leaving the 
sand in the foundry, where it belongs, not in 
the cleaning room. 

Certain stabilizers, in addition, have an import- 
ant additional feature — namely to develop flow- 
ability. 

On occasions, the inability to produce tensile 
bars with correct metallurgy, and hence to meet 
physical specifications, has been blamed on a 
stabilizer in the sand. The data in Table IV de- 
finitely show no appreciable difference in tensile 
strength between test bars made in a four-screen 
synthetic sand containing, respectively 0, 2 and 5 
per cent stabilizer. Sands used were new mixes 
made up from a bank sand, with an AFS number 
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TABLE lll—Methods of Determining Clay Content of Foundry Sand 


AFS CLAY AND SCREEN ANALYSIS 


TRUE CLAY CALCULATION 


CLAY BY BOUYOUCOS METHOD 


Sieve % Retained —Combustible Content— 

10 cee Before Washing After Washing 40 sec @ 65°F = 4.0 

20 55 9.85=Te, 7.50 =Te, —.2 per °F under 67°F= .4 

30 1.54 3.6 

40 10.27 True Clay=AFS Clay—(Te,—Te,) 3.6 x 100=7.2% Clay + Silt 

50 28.99 = 6.73—(9.85—7.50) 50 

70 32.22 = 6,73—2.35 1 hour @ 66°F = 2.4 
—.2 per °F under 67°F= .2 

100 13.26 ane 

140 3.27 True Clay = 4.38% 2.2 

200 1.34 2.2 x 100=4.4% Clay 

270 77 50 

Pan 1.02 7.2—44=28% Silt 


AFS Clay 6.73 


100 as the base sand, and Table IV shows the 
green sand properties of the test molds. Two 
molds were made from each mix, and all six molds 
were poured from the same heat with a tempera- 
ture drop of less than 100°F from the first mold 
through the sixth mold. 

Like any other material added to sand, the 
amount of stabilizer should be measured judicious- 
ly. Using more than is necessary will require 
higher than normal moisture content; it will dis- 
color the casting appreciably, produce a smoky 
shop during pour-off and, of course, increase the 
cost of the sand mix. The accepted method for 
controlling the stabilizer addition is to run a total 
combustible test on the sand at least two or three 
times each week. It is suggested that this test be 
run in accordance with the ASTM procedure for 
the proximate ‘analysis of coal, thereby providing 
the ratio of volatile matter to fixed carbon. The 
sum of these two numbers is total combustibles. 
Typical test data would be: volatile matter 4.30 
per cent; ash 95.35 per cent; fixed carbon 0.35 
per cent; total combustibles 4.65 per cent. 

Improper Gating and Casting Defects—One of 
the most common defects caused by improper gat- 


ing is the expansion scab or buckle. Even though 
either defect in many instances is caused by slow 
pouring, foundrymen will go through an elaborate 
series of sand mix changes to eliminate the scab 
or buckle. Often he is rewarded by little or no 
success, although the defect could have been elimi- 
nated merely by faster pouring. 

The authors acknowledge that certain copper- 
base alloys do not lend themselves favorably to 
fast pouring, due to froth formation from turbul- 
ence. The excellent work accomplished recently 
by the gating research sponsored by AFS has 
shown, however that careful gating design virtually 
can eliminate turbulence. Knowing how to con- 
trol turbulence, we should be able to pour faster 
when necessary and at the same time produce 
castings free of defects caused by frothing. 

Figs. 2 and 3 are two views of a beautiful case 
of metal penetration on an aluminum fan blade. 
Notice the heavy fin. This fin would lead us to 
suspect that tremendous pressure existed inside 
the mold that could have been caused by excessive 
moisture or high total combustible content or both. 
Apparently, neither had any effect since the cast- 
ing shown by Figs. 4 and 5 was made in the same 


TABLE 1V—Sand Properties of Test Molds and Properties of Test Bars 


Mold Green 
Test No. Moist. Perm. Hardness Strength 
1A 4.6 53 85.0 8.2 
B ce oe — — 
c 4.5 53 84.0 8.2 
D pone ss oe ees 
2A 4.5 48 86.0 10.3 
B ee eno eae cai 
Cc 4.5 48 88.0 10.3 
D ec os Se ascites 
3A 4.4 42 87.0 10.2 
B oe seco — cece 
c 44 42 —— 10.6 
D —— So ak Eee 


April 1956 


Remarks Tensile Strength Elongation 
No stabilizer 31,8C0 psi 14.5% 
ed .. 30,800 14.0 
- 29,000 12.5 
“ 29,700 12.5 
2% stabilizer 33,500 12.5 
" 34,000 12.5 
si 34,000 15.6 
" misrun _— 
5% stobilizer 34,250 15.6 
© 34,000 14.0 
. 35,200 12.5 
6 38,500 17.2 


Pouring Temperature 2050° F—1950° F 
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sand, by the same molder, on the same molding 
machine and rammed to identical mold hardness. 
Both molds were poured consecutively from the 
same ladle. A temperature difference of less than 
25°F existed between the good and bad casting. 
The poor gating arrangement must then, by de- 
duction, be the cause for the severe penetration 
seen on the defective casting. 
Occasional Contributors to Sand Problems 

Contamination by Core Dilution—This phrase 
refers to the physical collapse of the cores within 
or around a casting which causes them to remain 
in the molding sand after removal of the casting. 
Without a doubt, contamination by core dilution 
was chiefly responsible for old natural sand heaps 
going “dead.” Even today, the influx of new sand 
from collapsed cores often is either overlooked 
completely or grossly underestimated. In either 
case, the foundryman is confronted periodically 
with high scrap loss due to dirty castings. If 
the situation is severe enough, he may also have 
an epidemic of cope drops. As the quantity of 
core sand dilution reaches a certain point, the nor- 
mal clay addition to each mix no longer can ac- 
commodate the volume of clay-free core sand, and 
green strengths thereafter fall off rapidly. In 
such a spot, a good sand control program really 
can pay off. Plotting the daily test results on a 
chart will give visual evidence of when such point 
has been reached in a sand system, and something 
can be done before trouble really hits. 

Yet, core dilution is the most economical way 
of maintaining a working volume of sand, keep- 
ing the permeability up and maintaining the feel 
of life in the sand. To take advantage of this 
economy requires planning. First, identical or 
very similar base sands should be used in both the 
coreroom and the foundry. Remember: “Today’s 
core sand will be tomorrow’s molding sand.” Should 
a coarser sand be used in the coreroom, it will 
not take long for coarse grains to show up in the 
molding sand, and casting finish then becomes 
rough. Likewise, should a finer sand be used in 
the coreroom, then a buildup of fines will occur in 
the molding sand. The possibility of either is 
reason enough why a sieve analysis should be run 
on the molding sand at least once a week. 

The second step for controlling the results of 
core dilution is to estimate the daily influx or core 
sand into the molding sand and to make extra ad- 
ditions of clay accordingly. This estimation may 
require several revisions before results are satis- 
factory. 

A third step which should be considered is to 
take the sand from floors where core work is heavy 
and rotate it, after reconditioning in the muller, 
with sand from floors where core work is light. This 
step averages out the new sand throughout the en- 
tire system. 

Experience has proved that unless these three 
basic steps are followed, the economy and other 
favorable features of core dilution cannot be real- 
ized and severe scrap problems will result. 

Incorrect Core Dimensions—Difficulties arising 
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Figs. 4 and 5—Good casting shows how poor gat- 
ing caused penetration in casting in Figs. 2 and 
3, for it was made identically and poured con- 
secutively, from the same ladle of metal. Fig. 
5, on next page, shows reverse side of casting 


from oversized cores may sound elementary and 
should never be found in foundries. Nevertheless, 
it is surprising how often dirt results from a crush 
caused by jamming a core too large for its respec- 
tive print in the mold cavity. This condition can 
be caused by the core’s sagging out of shape prior 
to baking; or the corebox and the print on the 
pattern may have been mismatched originally. 
Regardless of how obtained, it is possible for the 
oversized core to work satisfactorily if the molds 
are soft rammed. If close tolerances are to be a 
salable feature of castings, however, hard ramming 
is a must. In this case, the molds will no longer 
have the sponginess that permits an oversized core 
to be squeezed into too small a print. One case is 
recalled where a core was oversized to such an 
extent that during the first day’s operation with 
synthetic sand, the cope was unable to close tightly 
on the drag and numerous runouts were en- 
countered. 

Another common difficulty is shifted cores. It 
usually is caused by pasted joints that are jarred 
by rough handling. The drag half will fit into its 
print, but a shift at the core joint will prevent the 
other half of the core from fitting into the cope 
print. Consequently, a crush occurs and dirt 
dropping in the mold cavity ends up in the casting. 

In production shops where a large number of 
cores are blown from one set of boxes, appreciable 
wear occurs adjacent to blowholes and vents. This 
wear produces cores that are fatter in places than 
desired and may cause distorted or cracked cores 
during drying. 

Warped core plates sometimes produce bowed 
parting lines at the pasted joints. Unless the 
pattern print is large enough to compensate for 
the additional core dimension at the print ends 
resulting from the bowed parting line, a crush 


. will result. 
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Hot Molding Sand—Hot sands include those 
reaching the molding stations at above 120°F. 
The usual disadvantage associated with hot sand 
is brittleness or hot shortness. Because of the 
rapid drying out due to evaporation, mold walls 
dust off and sharp edges break easily. In extreme 
cases, hot sand feels more like a handful of hot, 
wet ashes. When temperatures are 120°F at the 
molding stations, they will be at least 20-30 degrees 
higher at the muller. Temperatures at this level 
prevent the muller operator from accurately judge- 
ing the moisture content in the sand. Consequently, 
moisture content is apt to be erratic. With dry 
sand, we can expect dirty castings and bitter com- 
ments from the molders. Wet sand produces soft 
rammed molds, swelled and oversized castings, 
rough casting finish and, occasionally, scabs. 

The best way to combat the hot sand problem 
is to dissipate the heat. Mullers can be equipped 
with cooling fans. In many installations, a blower 
fan drives a stream of air upward through the sand 
as it is mulled, discharging to the atmosphere 
above the roof; or the exhaust air can be taken 
away by means of a suction fan integrated with 
the dust collection system. This method cools 
incoming sand at 250-300°F to within a few de- 
grees of room temperature or the inlet temperature 
of the fan. 

Incorporating water fogging nozzles along the 
shakeout return belts further assists in lowering 
the temperature. The fogging nozzles usually are 
hooked up with a solenoid type water valve ac- 
tivated by a mercury switch, which in turn is con- 
trolled by a steel strap ‘ski’ that rides on top of 
the sand on the belt. As sand travels at inter- 
mittent intervals on the belts, the “ski” raises or 
lowers and controls the water flow into the fogging 
nozzles only when sand is on the belts. Stub plows 
arranged on alternate sides of the belt at 3-ft in- 
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tervals expose unwetted portions of sand and 
promote the efficiency of the fogging nozzles. 
Only enough water is introduced in this manner 
to be evaporated off by the heat in the sand. We 
still wish to do the tempering of the sand in the 
muller. 


If cooling by either or both of the above methods 
is not available, several expedients are possible, 
although they are not nearly as effective. West- 
ern bentonite is considered the preferred bonding 
clay for hot sands. Also, judicious use (0.1 per 
cent or less by weight) of wheat, cereal or corn 
flour will help to reduce brittleness in the sand. 
Wheat flour has a distinct advantage in this respect 
in that a buildup of this material in the sand does 
not reduce the flowability so drastically as the 
others. A few foundrymen advocate the addition 
of 0.5 to 1.0 per cent diethylene glycol to hot sand 
systems. After the first complete cycle, the same 
percentage is added only for the new sand enter- 
ing the system. They further suggest that mois- 
ture content be reduced by 0.5 per cent. 

The authors will admit readily that this paper 
contains little radically new to the men devoting 
their daily thoughts and efforts to synthetic sand. 
Nevertheless, many so-called sand defects may be 
corrected with greater ease and frequency if the 
foundryman can take the same old basic set of 
rules and try a new and different application. That 
statement means just this —- was the scab caused 
by poor gating and slow pouring? If it was, make 
necessary corrections. If sand was responsible, 
alter the sand. Once you succeed in determining 
the true source of trouble, the solution follows 
quickly. 
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Thin-Section Work Involved in 


RADIATOR and 


BOILER 


CASTINGS 


By EDWIN BREMER 
Metallurgical Editor 


Corp., Dunkirk, N. Y., has been producing cast 

iron hot water and steam radiators and boilers 
for heating homes, factories and office buildings. 
During that period it has improved boiler design 
to effect greater transfer of heat from coal, gas 
or oil fuel to the water so that present-day units 
are considerably smaller than their earlier prede- 
cessors. 

Completed radiators and boilers are made of 
individual sections which are joined together with 
tapered nipples forced into place by press fit un- 
der high pressure. Prior to assembly, the radia- 
tor and boiler sections are subjected to a water 
pressure test of 80 psi to insure freedom from 
leakage, and after assembly are tested again at 
the same pressure. 

Both radiator and boiler section castings have 
relatively thin walls, and molds and cores are 
controlled closely to produce castings of uniform 
thickness as well as straightness. Radiator cast- 
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ings have walls 3/32-in. thick and those of boiler 
sections are 7/32-in. Many foundrymen_ un- 
doubtedly will be amazed to learn that the cores 
for radiator section castings are made without any 
stiffening or reinforcing wires or rods. This is 
quite a feat when one considers handling radiator 
cores which range from 17 to 30 in. long, 314 to 
7°, in. wide and 1 in. thick. Some core wires are 
used in boiler cores which range from 45 to 57 in. 
long, 1815 to 3414 in. wide and 3 to 6 in. thick. 

Dunkirk Radiator Corp.’s plant, as shown in the 
accompanying sketch, is housed in a structure ap- 
proximately 220 x 495 ft, and includes machine 
shop, warehouse and foundry. Since all radiator 
and boiler sections undergo machining operations 
—such as reaming to close tolerances the openings 
into which the joining nipples are fitted, and ream- 
ing and tapping the water or steam inlets and out- 
lets—the machine shop requires an area 100 x 
140 ft. 

The foundry department is 140 x 320 ft and the 
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Fig. 2—Radiator molds are placed in tiers with each offset 
a few inches from those below to expose the sprue openings 


Fig. 3—Cupola is equipped with a front-slagging spout. The 


large, insulated mixing ladle helps provide uniform metal 
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Fig. 4—Small, miscellaneous parts like smoke hoocs, 
doors and grate bars are produced in snap flasks 


coreroom occupying one corner is 80 x 80 ft. Two 
cupolas are located on one side of the area but 
not quite centrally. At present, one of the two 
cupolas is sufficient to meet the required demand 
of 65 tons of molten iron per day. Lined to 60 
in., the cupola melts at the average rate of 13 
tons per hour. It is equipped with an air-weight 
control device, and air supplied may vary from 
380 to 560 lb per minute depending upon the 
iron demand in a given period. As may be seen 
in the accompanying illustration, the cupola is 
slagged at the front, the slag flowing into a large 
steel container or ladle suspended from an over- 
head rail. 

Metal charges weigh 3400 lb and are composed 
of about 30 per cent pig iron, 40 per cent cast 
machinery and No. 1 cupola scrap, and 30 per 
cent remelt or return scrap. This provides an iron 
over the spout containing 3.50 per cent TC, 2.20 
to 2.30 per cent Si, 0.70 to 0.80 per cent Mn, 0.50 
per cent P and 0.100 per cent S. As the composi- 


Fig. 5—Partial view of 
coreroom, with benches 
at lower left. Ovens are 
batch type and located 
behind the hooded area. 
Cores handled on racks 
are moved by lift truck 
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tion warrants, additions of silicon carbide and 
ferromanganese briquets are made. 

Pig iron and scrap are transported from the 
adjoining metal storage yard to the charging floor 
by a magnet suspended from a crane and placed 
either on small cars or on the floor. Cars of ma- 
terial are weighed carefully, manually pushed 
about 10 ft to the cupola, and the contents placed 
in the cupola by hand. Coke is brought to the 
charging floor by crane and bucket and discharged 
on the floor. It then is forked into wheelbarrows, 
weighed and dumped into the cupola. 

During the heat, the molten iron flows con- 
tinuously from the cupola into a 5-ton capacity, 
covered and insulated forehearth. From the fore- 
hearth it is transferred to pouring ladles holding 
500 or 1000 lb. The former are used in filling 
radiator section and miscellaneous parts molds and 
the larger ladles for filling boiler-section molds. 
Metal temperature is taken at the spout every half- 
hour with an optical pyrometer and averages 2750 
to 2800°F. From time to time, temperature 
checks are made at the mold sides to see that the 
pouring temperature is within the desired range 
of 2600 to 2650° F. 

Radiator and boiler sections, as well as mis- 
cellaneous small parts such as smoke hoods, ash- 
pit, flue and furnace doors, grate bars, etc., are 
molded by hand on the floor with the exception 
of the largest and heaviest boiler sections, which 
are made with a mobile sandslinger. Two natural 
molding sands are used for production of cast- 
ings. Sand employed for radiator sections and 
miscellaneous parts has an AFS grain size of 70 
while that used for boiler sections is 50 AFS fine- 
ness. Moisture content for both is maintained at 
5144 to 6 per cent. Green compression strength 
ranges from 614 to 7 psi, and the permeability 
from 70 to 80 for radiator sections and 90 to 100 
for boiler sections. 

Radiator sections are made on 16 floors using 
special pin-lift molding machines on which a pair 
of cast iron patterns are mounted. Each of the 
patterns contains a number of small holes about 
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Fig. 6—View taken along one of the molding floors on which radiator 





sections are made. Sandslinger, left, is used to make boiler sections 


1/16-in. in diam and spaced about 6 in. apart 
along the bars or tubes for setting of wire-type 
radiator chaplets to support the core. Stems of 
the chaplets project 3/32-in. into the pattern 
against carefully adjusted stops so that when 
the mold is completed they extend exactly that 
distance into the cavity to locate the core central- 
ly. Pins for lifting the flask vertically above the 
pattern about 1 in. are located near each corner 
of the long dimension and operated by a lever and 
eccentric. 

Each floor is operated by two men and, since 
the radiator sections are symmetrical, only one 
molding machine with its set of patterns is re- 
quired. 

Thin, flat finger gates are attached to the pat- 
terns at one end, and in making cope molds a 
sprue plug is attached to the main runner, while 
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with drag molds the plug is removed. At the be- 
ginning of molding, the sand on each floor is in a 
long windrow down the center. That arrangement 
is the result of the previous night’s shakeout and 
reconditioning of sand with a mobile sand cutter. 
The molders first lay down two rows of perforated 
cast iron bottom boards, one on each side of the 
windrow. Boards are supported on the end near- 
est the windrow by 2 x 4-in. boards laid flat. The 
other end of the bottom board rests on the floor. 
The molders place the molding machine at one end 
of the windrow, set the chaplets on the pattern 
and then put the flask in position. A thin layer 
of facing sand containing about 10 per cent sea- 
coal is riddled on; then sand from the floor is 
shoveled in until the flask is partially filled. Sand 
is peened around the edges of the flask and tucked 
under the bars. The flask is filled with sand, which 
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Fig. 7—Before cores are taken to molding floors they are inspected. 
A few boiler cores are made in two sections and then pasted together 


is rammed all over and then struck off. The flask 
then is raised off the pattern by the pin lift mecha- 
nism, picked up by the operators, one at each 
end, and placed on one of the bottom boards. 

This operation is repeated until a number of 
drags are laid out on each side of the sand win- 
drow. Cores then are set, and sufficient copes 
are made to cover the drags. A second set of 
drag molds is made and is placed in an offset or 
staggered position on top of the molds just closed. 
The offset or stagger is about 3 inches so that the 
sprue opening of the mold below is available to 
receive molten metal from the pouring ladle with- 
out interference. As before, the cores are set, 
the copes made, the molds closed, and the cycle 
of operations continued until stacks of molds, four- 
high, have been completed. 

During production of the stacks of molds, the 
molding machine from time to time is advanced 
along the receding face of the sand windrow. 
Eventually the machine reaches the end of the 
floor, the sand is all used up, and the two rows 
of stacked molds completed. While the descrip- 
tion appears somewhat complicated, the various op- 
erations are completed rapidly. At present about 
5000 radiator sections are produced each day on 
the 16 floors. Number of sections made on each 
floor will vary according to the size of the sec- 
tion. Sizes range from three to six tubes and 19 
to 32 in. in length. 

As mentioned earlier, boiler sections are made 


by hand and by use of a mobile sandslinger. Single . 
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patterns are mounted on pin-lift machines similar 
to those used for radiator sections. The procedure 
for hand molding follows that for radiators, ex- 
cept that molds are lifted from the machines and 
set out on the floor with air hoists suspended 
from overhead rails. Mobile sandslinger is used 
for making the largest and heaviest boiler sec- 
tions to reduce labor fatigue in ramming large 
flask areas. Molds are stacked or staggered as 
in the case of radiator sections. Nine floors are 
devoted to molding of boiler sections, and they 
produce 450 to 500 sections a day. Miscellaneous 
small parts such as ash-pit, flue and furnace doors, 
smoke hoods, grate bars, etc., are made by hand 
in snap flasks. Molds are set out singly on the 
floor. 

Cores for radiator and boiler sections and oth- 
er parts are made by hand. Sand used is lake- 
type silica of about 50 AFS fineness, and bond is 
core oil. Oil-sand ratio is 1:46 for radiators and 
small parts, and 1:70 to 1:80 for boiler sections. 
Radiator and boiler cores are made in half core- 
boxes, ‘‘booked” in the green state to form single 
units, placed in core driers, and set on racks. 
Racks are moved by lift truck into any of nine 
batch type, recirculating ovens for baking. Six 
of the ovens are stoker fired with bituminous coal 
and three are gas fired. Fronts of the ovens are 
covered by a large hood which is attached to én 
exhaust system to carry away the smoke and 
fumes from the hot cores as they are removed 
from the ovens. 
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Poured molds are shaken out at night by a 
special crew. Sand and radiator sections are 


dumped in the center of the molding floor and 
the flasks and bottom boards piled along each 
side. Castings are snaked out with hooks, piled 
on small skids and transported to one end of the 





Fig. 8—All radiator and boiler sections undergo 
pressure tests to insure freedom from leakage 
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foundry. There the gates are knocked off and 
the sections loaded compactly into any of five 
tumbling mills. Rotation of the mills removes 
core sand from the interiors, knocks off the out- 
side chaplets as well as any adhering sand, and 
provides a smooth burnished surface on the radia- 
tor sections. 

Cleaned sections are removed from the barrels, 
loaded on skids and carried into one section of 
the machine shop where they are subjected to 
a water pressure test at 80 psi. After testing, 
the sections are taken to another part of the ma- 
chine shop where the inlet and outlet openings are 
reamed to the proper size and taper for insertion 
of the nipples used to assemble a series of sec- 
tions together. On end sections the inlet and out- 
let openings are reamed and tapped or threaded 
for attachment of pipe. Sections are joined or 
assembled by insertion of nipples between sec- 
tions and forcing them together under hydraulic 
pressure in presses. After assembly, the units 
again are subjected to a water pressure test at 
80 psi to insure freedom from leaks. 

Boiler sections and miscellaneous small parts 
are cleaned on a table type abrasive blast unit. 
The boiler sections after cleaning are subjected 
to water pressure testing, machining operations 
and assembling similar to those employed on radia- 
tor sections. 


Fig. 9—Boiler sections as well as grate bars and 
other small parts are cleaned by abrasive blast 

















Scrap is pulled from side bins into drop- Metal for the east bay small motor line is tapped 
bottom buckets, is carefully weighed and directly into small ladles for pouring into 


lifted by chain hoist to the cupola doors molds on continuously moving conveyorized line 
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In east bay squeezer section, drags are placed onto a feeder conveyor 
where-cores are set and copes placed before mold moves onto mold train 


FOUNDRY 




















Doubles Production 


turing steam and electrical products for over 
50 years. From a meager beginning in a small 
frame building and one product—a boiler tube 
cleaner—the company has expanded to become a 
leading manufacturer of major power and indus- 
trial process equipment, both steam and electrical. 

The company, with headquarters and main works 
in Jeannette, Pa., also operates divisions in Ridg- 
way, Pa., Newark, N. J. and Springfield, O. It 
manufactures steam turbines, turbine-generators, 
motors, condensers, ejectors, deaerating heaters, 
centrifugal compressors, turbochargers and scav- 
enger blowers for diesel engines, strainers, filters, 
and tube cleaners for power plants and industry. 

Castings for these diversified products are made 
at the company’s foundry in Jeannette. An in- 
creased volume of business, development of new 
products and company expansion made it impera- 
tive to mechanize the foundry to keep pace with 
casting requirements. 

Renovation was started in the spring of 1952. 
The main building was extended 180 ft and a mez- 
zanine floor was included in the 40,000 sq ft 
gained. A third cupola was built to supply special 
metal for a new self-contained, conveyorized, small 
motor line. A stationary sandslinger with its own 
roller conveyor line was established. Departments 
were rearranged to gain floor space, and four deep 
pits to handle larger molds were provided. All 
coremaking operations, with the exception of large 
cores for the main bay, were transferred to the 
new mezzanine floor. A mechanized sand handling 
system was installed for all molding and core- 
making stations. New washrooms and _ locker 
rooms were provided. 

Production Up 50 Per Cent: On Nov. 3, 1953 
sand began to flow over the new belts. Before 
mechanization, production was short of 300 tons 
monthly. Today, after two-years’ experience with 
the new system, production is over 450 tons of 
clean castings monthly, using the same manpower. 
In 1955, nearly 7000 tons of metal was melted to 
yield almost 4400 tons of sound castings. 

Working a one-shift, five-day week, the foundry 
employs 184 persons—44 molders, 32 coremakers, 
39 chippers and 69 men performing other tasks. 

The outside scrap storage yard is serviced by a 
10-ton yard crane running on tracks supported by 
concrete A-frame piers on one side, with rail at- 
tached to foundry building on the other side. Scrap 
is unloaded by magnet from railroad cars that en- 
ter the scrap yard on a track that runs the length 
of the area. Scrap is lifted by magnet and elevated 
to side bins on the charging floor level. 


F issng « CO. has been designing and manufac- 
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By KENNETH L. MOUNTAIN 


Associate Editor 


Scrap used is purchased material generally con- 
sisting of motor blocks, radiators and heavy ma- 
chinery cast in addition, of course, to local found- 
ry returns. 

Three cupolas, two lined to 54 in. and one lined 
to 32 in., are operated. Large cupolas are inter- 
mittent tapping, rear slagging type while the small 
cupola is a continuous tapping, front slagging type. 
All are acid lined. The small cupola is used daily 
and patched at night; the larger ones are used 
on alternate days. 

Cupola Charges: Cupola charges approximate 
2000 lb for the 54-in. cupolas and 700 lb for the 
32-in. cupola. Two basic metals are poured and 
an average for each is: 





ad ‘i cm” 
1100 lb Steel scrap 380 lb 
a Iron scrap 560 lb 
700 Ib “B” return - 
~-- “EE” return 560 lb 
420 lb Silvery pig 80 lb 
80 Ib Pig iron 420 lb 
300 lb Coke 260 Ib 
70 |b Limestone 70 |b 
10 lb Si briquets 21 lb 
7 Ib Mn briquets 7 |b 
414 lb Flux 4% lb 


Thirty tons are melted daily. Metal is treated 
according to the proprietary Meehanite process. 
Metal is tapped at 2800 to 2900° F and poured at 
about 2700°F. Practice dictates never to pour the 
last drop of metal in the mold but to pig the last 
200 lb or so. Experience in this foundry has in- 
dicated that pigging eliminates all defects sup- 





East bay castings are taken from conveyor after 
shakeout and then are trucked to cleaning room 
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View of main bay from mezzanine floor. Motive 
sandslinger services pits and floor from track 








posedly caused by cold metal. Any required ad- 
justments in silicide additions to the melt are made 
on the basis of a chill test from each tap. Small 
triangular test bars are made in small core molds. 
A chemical laboratory checks every heat physical- 
ly and chemically, and complete records are kept 
on each heat. 

The foundry building is about 140 x 420 ft, di- 
vided longitudinally (see accompanying layout) in- 
to three bays (west, main or center, and east) by 
steel columns on 20-ft centers that support crane 
runways. Since there are wide variations in the 
size of castings made in these bays, each will be 
discussed as a separate unit. 

East Bay: Castings made in this section are 
for use in the company’s small motor line, 1 to 200 
horsepower. They have section thicknesses of 1% 
to 144 in. and weigh 8 oz to 175 lb. 

Molding equipment consists of two arm lift roll- 
overs, four jolt-squeezers, two drag-rollovers, two 
squeeze-strippers and one special jolt-rollover. The 


Cleaning area for large castings produced in the 
main bay. Equipment includes a shot blast room 
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arm lift rollover units are confined to matchplate 
work in flask sizes of 14 x 16 in. to 21 x 21 in. 
The jolt-squeezers handle flasks 10 x 12 in. to 
14 x 16 in. The two drag rollovers do work up to 
16 x 18 to 24 x 24 in. while the other is confined 
to 24 x 24 and 30 x 30 in. All flasks are steel 
using cope and drag boards. The special jolt- 
rollover unit does short-run and miscellaneous 
work. 

Molds move from the molding line to the pour- 
ing conveyor on 24-in. wide gravity roller conveyors 
that vary from 10 to 17 ft in length. The squeezer 
molds are palletized, and the pallets are as long 
as the mold cars to facilitate loading. The drag 
rollovers and jolt-squeeze strippers work as teams. 
Drags are pushed out of a machine to feeder con- 
veyor of mold train where cores are set, cope 
placed and the completed mold pushed on mold 
train for pouring. 

Molten metal for castings made in this bay is 
taken directly from a holding ladle at a front- 
slagging 32-in. cupola in pouring ladles of varying 
capacity that are part of a monorail pouring sys- 
tem. This system, which can be controlled to 
move from 6 to 24 ft per minute, is about 425 ft 
long. It contains 76 mold car units, each 30 x 54 
in., in steel frames spaced at 661!5-in. intervals. 
Each unit contains two rows of 16-in. and two rows 
of 6-in. rollers, placed parallel to the direction of 
travel so that molds can be moved onto them from 
the molding conveyor lines. 

The conveyor makes a complete loop at a north 
end station where three 24-ft-long by-pass storage 
conveyor extensions are located. Castings in tight 
flasks are lifted by 1-ton air hoist to a 4 x 6 ft 
shakeout deck or are tipped or pushed by hand 
from the conveyor onto a shakeout. Flasks con- 
tinue to molder stations. Sand drops through the 
grid to a 24 x 72-in. electrically vibrated feeder 
pan and onto a 24-in. shakeout belt conveyor 42 ft 
long that moves the sand onto a cross magnetic 
belt conveyor and into the proper returned sand 
storage bin. 

Castings are moved from the shakeout grid to 
a casting conveyor belt. From there they are seg- 
regated into metal tote boxes for movement by 
fork truck to the cleaning room area at the south 
end of the line. 

Cleaning room equipment for this line consists 
of four stand grinders, one 6-ft table-room blast 
machine and one airless blast barrel. Removal of 
fins, sprue and flash prior to paint dipping is done 
with hand tools on a 40-ft bench. All castings 
from this bay are moved by monorail conveyor 
through a paint dip tank before being palletized 
for movement to other departments and subse- 
quent assembly operations. All castings are used 
in the company’s own operations and an estimated 
90 per cent of castings require some kind of ma- 
chining before final assembly into the finished 
products. 

Main Bay: In this section, large heavy castings 
are made in flasks or large pits on either side of 
a central gangway and track on which runs a 


April 1956 


large, motive type sandslinger with a 19-ft swing- 
ing radius. The sandslinger has two extra hop- 
pers of 20 tons each to minimize delay during ram- 
ming operations. Track runs the full length of 
the bay. 

In addition to several 1, 2 and 5 ton air and 
chain hoists, a 20-ton, 50-ton and a 75-ton crane 
span this bay. 

Nine pits, all 8 ft deep, are provided for large 
castings. Measurements range from 12 x 12 ft to 
20 x 24 ft. Two large mold ovens, 20 ft wide by 
24 ft deep, are used for large cores and flask 
molds and eliminate use of open gas flames ex- 
cept on pit jobs. 

Metal for pouring in this bay is tapped directly 
to pouring ladles of 2000, 3000, 6000, 10,000, and 
30,000 lb capacities. These ladles are carried by 
overhead cranes to areas where molds are in pits 
or on the floor. Castings range from 2500 to 
40,000 lb. Ladle capacity to pour 60,000-lb cast- 
ings is available. Heaviest casting poured to date 
weighed 42,000 lb and had a maximum section 
thickness of 1!» in. (plus ribs and flanges up to 
5 in. thick). 

Castings poured on the floor are taken by crane 
to a 6 x 8 ft dual shakeout near the center of the 
bay. Sand falls through the grid to two 16 x 24-in. 
electrically vibrated feeder pans, onto a conveyor 
belt, through a breaker screen and onto an under- 





West bay molding equipment handles castings up 
to 2500 |b that are made in standardized flasks 


ground cross magnetic conveyor belt for move- 
ment to the other side of the foundry and into re- 
turn sand storage bins. 

Castings are removed to the cleaning room by 
cranes or hoists and into a 14 x 16-ft shot blast 
room. Gates and risers are cut off with welding 
torches, and the castings are finished with portable 
grinders and chipping tools. Castings are placed 
on a railroad flat car that moves inside the found- 
ry building for transfer to other operations within 
the grounds. Such a system minimizes rehandling 
of large castings. 

Cleaning time is minimized and good surfaces 
assured on large flask and pit castings by the 
molding techniques developed through years of 
experience with the motive sandslinger. Head of 
the slinger rammer is never held closer than 4 ft 
above the pattern. Dry sand facing is spread on 
the drag side of the pattern to a depth of 4 to 
6 in. Several passes are made at slow speed, un- 
til the rammed depth is about six in. The flask 
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Stationary sandslinger with 8-ff boom operates 
in a conveyorized unit at north end of west bay 


then is filled at high speed. 

As all-purpose flasks are used, gaggers are 
placed in the cope in varying quantities. When 
gaggers are set, no less than 2 in. of facing sand 
is used before placing. Then gaggers are covered 
with another 2 in. of facing sand. Gaggers are 
peened in place with a hand rammer and the cope 
is given the same treatment with the slinger as 
the drag receives. With this method, the mold 
hardness for the drag and cope averages between 
76 and 86. 

The green mold is sprayed with blacking and al- 
lowed to sit until the blacking penetrates. Water 
then is brushed on the mold with a camels hair 
brush to aid in assuring a fine casting finish. 
There are no swabs in the foundry. Deep pockets 
are finished with a long-handle camels hair brush. 

The blacking mixture is made up of a com- 
mercial plumbago mixed with clay and water to 
40° Baume. 

West Bay: Castings ranging up to 2500 lb are 
poured in this area. Metal is tapped from the 
cupola into 1500 to 4000-lb ladles, placed on a 
transfer car by overhead crane and then is picked 
up by any one of three 5-ton cranes and trans- 
ported to the area where molds are on the floor. 

Molding equipment consists of two 1500-lb jolt 
rollover machines, one jolt-squeeze strip rollover 
machine and one 3000-lb jolt-strip rollover ma- 
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Final grinding and clean-up of end bells from 
east bay prior to immersion in paint dip tank 
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chine. The rollover and strip machines work as 
teams. Four sizes of standard flasks ranging from 
18 x 18 in. to 36 x 36 in. are used. 

At the north end of this bay, a stationary sand- 
slinger with an 8-ft boom operates in its own con- 
veyorized unit. This unit has eliminated all floor 
molders from this section. Loose patterns are 
rammed the same as mounted patterns. Patterns 
and flasks are placed on the conveyor and pushed 
to the ram-up station. Five sizes of standard 
flasks ranging from 30 x 30 in. to 52 x 52 in. are 
used. 

Four to six inches of sand is piowed off the sling- 
er belt onto the pattern (to protect patterns) 
before ramming at high speed. Flasks are struck 
off and moved to the 5000-lb rollover machine. 
Mold is rolled over and pattern drawn. Mold con- 
tinues down conveyor line where it is finished. 
It is picked up by overhead crane, set on floor, 
skin dried and made ready for pouring. An all- 
facing sand is used on this system. 

After pouring, the molds are picked up by over- 
head crane, taken to a 4 x 6 ft shakeout. Flasks 
are returned to the ram-up area. A crane takes 
castings from shakeout for placement in casting 
buckets and removal to the cleaning area. 

A 4 x 6-ft shakeout grid adjoins the main bay 
shakeout and uses a common conveyor belt with 
that unit to return sand to the cross-magnetic 
conveyor belt and into proper storage containers. 
This cross-magnetic conveyor belt cuts across the 
width of the foundry in an underground trench. 
It pours sand into a bucket elevator for transfer 
to return sand storage bins. 

The cleaning room for this area at the south 
end contains a 6-ft table blast machine, two stand 
grinders and a heavy-duty band saw. Portable 
grinders and chipping tools are used in finishing 
castings before placing them on a railroad flat 
car with castings from the main bay. 


Before mechanization, ten natural bonded sands 
were used. Today, three compounded sands meet 
all requirements. Main bay uses a New Jersey 
silica base sand of 33 AFS fineness. West bay 
uses a Michigan City base sand of 53 AFS fine- 
ness and the east bay uses a New Jersey silica 
base sand of 80 AFS fineness. Core sands of 53 
AFS fineness are used in the main and west bays 
and 80 and 53 AFS core sands are used in the 
east bay. 

New sand in railroad cars is brought inside the 
foundry building and dropped through a screen in 
the floor to an underground apron belt conveyor. 
This belt moves the sand to a bucket elevator for 
delivery to one of the three new sand storage bins, 
two of 90 and one of 160 tons capacity. 

Return sand is stored in bins of 60, 160 and 320 
tons capacity. Both new and return sands for the 
east bay motor unit are kept within a closed sys- 
tem and are not mixed with the sands from the 
other two bays. 

New and return sand move directly from the 
storage bins by conveyor belts to one of three 
3000-lb-capacity mullers. Motor-driven weigh 
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lorries and automatic moisture control equipment 
are incorporated in the mulling operation to assure 
control of each mix. Basic main bay facing mix- 
ture consists of 2000 lb of system sand, 1000 lb 
of new sand, 30 qt pitch, 20 qt wood flour, 30 qt 
bentonite and 20 qt clay. A three-ram test indi- 
cates these properties: Permeability 65, green 
compression strength 9.5 psi, moisture 5.9 percent, 
mold hardness 83. Clay content is 8 per cent. 


West bay facing mixture consists of 2840 lb 
of Michigan City sand, 10 qt pitch, 10 qt seacoal, 
10 qt wood flour, 4 qt bentonite and 4 qt clay. 
Properties developed are a permeability of 80, 
green compression strength of 8 to 11 psi, with 
344 to 4% per cent moisture. Clay content is 
6.4 per cent. 

East bay uses an all-facing sand mix consisting 
of 3000 lb of New Jersey silica sand, 15 qt sea- 
coal, 15 qt wood flour, 5 qt western bentonite and 
5 qt southern bentonite. Properties developed are 
a permeability of 60, green compression strength 
of 14 psi, with 3 per cent moisture. 

Prepared sand for the east bay unit moves from 
the muller on a cross belt to a bucket elevator, 
then through an aerator to a 24-in. distributing 
belt conveyor. Thirteen plows divert sand to 
molders’ hoppers. Access to the plows is gained 
from a catwalk. 

Sand for the main and west bays is delivered 
from the mullers on a collecting belt conveyor, car- 
ried to a bucket elevator and dropped to a 24-in. 
cross-belt conveyor and moved across the top of 
the foundry to another 24-in. sand distribution con- 
veyor belt equipped with nine plows over molding 
machines and chutes. 


Sand for use in the large motive sandslinger 
in the main bay is plowed into a chute from where 
it is directed into the slinger hopper of 20 ton 
capacity. The loaded hopper is then moved by 
crane to the slinger. Two extra slinger hoppers 
are filled while the slinger is operating. 


Black core sand for large cores made in the 
main bay also is plowed off this same distribut- 
ing system. Sand for the small stationary sand 
slinger is plowed off the distributor belt to a plate 
feeder and up an inclined belt directly into the 
slinger hopper. 

With the exception of the extremely large cores 
for the main bay, the coremaking operations are 
confined to the mezzanine floor. Cores from a 
few ounces to 3 tons are made. All cores are of 
the oil sand type. Seven benches for small miscel- 
laneous work and nine “horses” for making med- 
ium-sized cores for castings up to 2500 lb are 
complemented by five coreblowing machines, one 
hand jolt rollover and one rockover machine. 
Thirty-two coremakers are employed in this de- 
partment. 

Ninety per cent of all cores used in the foundry 
are made with a simple mixture of 360 qt Michigan 
City sand, AF'S fineness of 53, 5 qt oil and 15 qt 
corn flour. 

Main bay cores, because of their large size, are 
made from the following mixture: 360 qt Michigan 
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City sand, 27 qt oil, 15 qt silica flour, 35 qt gra- 
phite, 10 qt corn flour and 15 qt other binder. 
This batch makes a mixture of 1080 pounds and 
is used for cores weighing from 500 lb up to 3 tons. 

A reverse belt under incoming sand hoppers 
picks up new sand and elevates it to a belt from 
which it is plowed off into three storage hoppers 


on the mezzanine floor. Core sands are mixed in 
a 1500-pound-capacity muller and discharged into 
a three-wheeled truck for transportation to core- 
making stations. Future plans call for this system 


to be replaced by a conveyor belt to carry sand to 
each coremaking station. 

Cores are placed on racks at each station and 
transported by this truck to either a two-rack 
oven on the north side or a three-rack and a six- 
rack oven on the west side of the mezzanine. Cores 
are taken from the ovens when baked and sent 




























Coremaking section handles many complex cores, 
including rings that require hand-set blades 


downstairs on a large freight elevator for distribu- 
tion to molding stations. 

Exhaust fans spaced at regular intervals in the 
ceiling and exhaust systems for each shakeout, 
grinding and blast cleaning unit are connected with 
a large outside dust collector to minimize dust 
and dirt. 

Twenty-five patternmakers are employed in a 
large and well equipped pattern shop located sev- 
eral hundred feet from the foundry building. A 
minimum amount of new pattern work is done as 
facilities are occupied with repair maintenance and 
setup operations. 

Pattern storage building measures 60 x 309 ft 
with a 20-ft mezzanine on each side of an open 
center bay. Patterns are cataloged and stored on 
steel racks. Several thousand patterns are in- 
ventoried in this and three other buildings. 
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Carbon dioxide process involves conversion of sodium silicate to 
silica gel . . . Standard time or data method for determining the 


rates for molding payments . 


mixing when using dry resins . 


lead figures . . . Riser weights 


How the CO2 Process Functions 


Can you give us any in- 
formation on the carbon dioxide proc- 
ess for making molds and cores? How 
are those hardened so that they can 
be handled in such a short period of 
time? 


| ANSWER J As described in articles 
published in the June, 1955, and Jan- 
uary and March, 1956, issues of 
FOUNDRY, a proprietary sodium sili- 
cate-base material is used as the 
binder for the sand, which essentially 
is clay-free. When the silicate bind- 
er comes in contact with carbon di- 
oxide, the silica is precipitated in the 
form of a gel which cements the sand 
mass into a rigid structure. 

With small and medium size cores 
and molds which can be penetrated 
easily and thoroughly by the carbon 
dioxide, the reaction occurs in 15 to 
30 seconds. However, with large 
molds and cores, where gassing with 
carbon dioxide must be accomplished 
by stages or steps in different parts, 
considerably more time is required. 


Method for Setting Mold Rate 


PUeSTION 7 We recall references to 
methods for setting prices or rates on 


molding for foundries which were 
based on flask size, cores to be set, 
etc. Do you have any information on 
this subject ? 


ANSWER 
tion has been published on the meth- 
od you mention for setting molding 
Usually it is termed the stand- 


At various times informa- 


rates. 
ard time or data method. As you in- 
dicate, it involves such factors as 
the size of flask to be filled, peening 
if required, ramming time whether 
by hand or machine, as well as other 
employed in 
mold or core. 


operations making a 

Data on actual times required for 
the various operations are obtained 
from representative and careful time 
studies conducted in the particular 
foundry. Those data, with allowances 
for fatigue, are arranged in tabular 
form for each of the operations. With 
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. . Cites some precautions for core 
. Wants information on molding 
. . Suggests plaster molds 


a given pattern and flask size, it is 
possible to ascertain from the tables 
the time required to make the mold. 

Articles relating to the subject in- 
clude: “Bench Coremaking Time 
Standards for Job Shops,” FOUNDRY, 
November, 1944; ‘“‘Developing Stand- 
ard Data Tables for a Four-Man 
Molding Unit,” Transactions, Ameri- 
can Foundrymen’s_ Society, 1949; 
“Time Study Techniques,” Transac- 
tions, American Foundrymen's Soci- 
ety, 1947. 


efe e 

Process Uses Silicate Binder 

| QUESTION ] Recently we saw refer- 
ences to a molding process using cer- 
amic material. It appeared to resem- 
ble investment molding practice ex- 
cept that permanent patterns instead 
of an expendable type are employed. 
Can you supply any information on 
the method? 


Apparently you refer to 
the Shaw or Osborne-Shaw process 
developed in England some time ago. 
Permanent metal patterns are used, 
although wood patterns, coated with 
alcohol-resistant materials, or plas- 
ter patterns also can be employed. 
The refractory may be sillimanite, 
zircon sand, etc., and it is bonded 
with partially hydrolized ethyl sili- 
cate plus a catalyst to control the 
yelling action. 

Flasks are formed of L-shaped seg- 
ments which are clamped together 
the pattern. The molding 
material—usually in slurry form al- 
though it may be just plastic—is 
poured into the flask, and sets or 
hardens sufficiently to handle in a 
short period of time. Setting or gel- 
ling time is controlled by the amount 
of catalyst, and may range from a 
few minutes to hours as desired. 

After gelling, the flask is removed 
and the mold lifted from the pattern. 
The lift difficult since the 
mold is somewhat rubber-like and 
can be flexed. The mold is ignited 
to burn off the alcohol, which is one 
of the resulting 
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reaction products 





from combination of the catalyst and 
hydrolized ethyl silicate. The mold 
is placed in a furnace and heated to 
around 1300°F to drive off all mois- 
ture. Molds may be poured hot or 
cold depending upon the alloy used, 
section thickness and intricacy of 
casting to be produced, etc. 


Precautions in Coremaking 


We are using dry phenolic 
resin to coat silica sand for blowing 
cores. We recognize that during sand 
preparation and coremaking, persons 
allergic to resin should not be present, 
but are not entirely clear on two 
other points. First, does non-cured 
powdered resin have any effect on 
health other than dermatitis? Sec- 
ond, when green sand molds contain- 
ing resin-bonded cores are filled with 
molten gray iron, how does toxicity 
of smoke and fumes compare with 
similar products given off when other 
core binders are used? 


Presumably in  prepara- 
tion of the coated sand you are em- 
ploying hooded equipment in a well 
ventilated area and the operators 
wear respirators. Those precautions 
should be followed since both the 
sand and the resin are dry and fine- 
ly divided, and tend to create dust- 
in® conditions. 

So far as we know, gases given off 
by cores when in contact with molten 
metal do not create a health hazard 
under ordinary conditions. Usually 
those gases are diluted considerably 
by the surrounding atmosphere and 
are considered as merely a nuisance 
due to their acrid odor. To min- 
imize this nuisance and provide sat- 
isfactory working conditions, it al- 
ways is advisable to pour in a well 
ventilated area. If the system is con- 
veyorized, the molds should move 
into a hooded and ventilated section 
immediately after pouring. 


Sand-casting Figures in Lead 


eisai? Could you recommend a 
concise yet simple textbook on the 
casting of lead alloys? We are plan- 
ning to make some small sand-cast 
figures weighing from 1% to 1 lb each, 
and wish to have as much informa- 
tion as possible before proceeding. 


Lobia Not a great deal of in- 


formation on casting of lead and its 
alloys is available in the literature, 
let alone texts or books. However, 
due to its low melting point, lead 
can be poured into a variety of mold- 
ing mediums. These mediums include 
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metal, plaster, sand, wood, rubber 
and even special paper, as typified by 
stereotype and other mats for print- 
ing purposes. 

Lead’s melting point is approxi- 
mately 621°F, and the pouring tem- 
perature may range from 50 to 150 
higher, although it is preferable, as 
in the case of other metals and al- 
loys, not to have it any higher than 
necessary to obtain sound castings. 

Lead is considerably heavier than 
other metals and alloys used for cast- 
ings. It weighs 0.41 lb per cu in., 
compared with 0.26 Ib per cu in. for 
gray iron and 0.32 lb per cu in. for 
tin bronze. Since it is quite fluid at 
the usual pouring temperatures, sand 
molds must be constructed sturdily. 
Flasks should be strong, and the 
sand must be rammed hard to pre- 
vent penetration which could result 
from the combined effects of high 
density and fluidity. 

Some people recommend the appli- 
cation of graphite on the mold face 
and core surface. The graphite is 
slicked on or rubbed in to fill up the 
voids between the sand grains, but 
we doubt that you could do that 
at least on the mold face——-of the 
figure castings you mention. 


Determining the Riser Weight 


Some time ago we read 
an article in FOUNDRY ‘on gray iron 
risers, and now we would like to 
know the exact formula for the per- 
centage of iron risers to the amount 
of iron in the casting itself. 


Your question is not quite 
clear since it might be referring to 
yield or to a procedure for determin- 
ing from the weight of the casting, 
the proper size of riser to feed it ef- 
ficiently. Presumably, it is the lat- 
ter since yield in per cent is found 
by dividing the weight of the casting 
by the weight of casting plus gating 
system, and multiplying that figure 
by 100. 

While considerable work has been 
accomplished in calculating the prop- 
er size of risers for steel] castings 
(see “Risering of Steel Castings” by 
Bishop and Johnson, February and 
March, 1956 issues) we do not know 
of a similar investigation for gray 
iron. 

At various times Harry Kessler, 
Sorbo-Mat Process Engineers, has 
suggested that the riser weight 
should equal the casting weight times 
a constant or factor based on the 
class of iron. The constants or fac- 
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tors recommended are 0.02 for class 
25 (25,000 psi); 0.05 for class 30; 
0.13 for class 40; 0.20 for class 50; 
0.33 for class 60, and 0.38 for nodular 
iron. 

The value obtainec is the weight 
of the riser above the mold joint, and 
a suitable addition is made to that to 
form a “heel” below the joint. For 
risers 4 in. or less in diam, the neck 
opening into the casting is one-half 
the diam in sq in. For risers over 4 
in. in diam the neck opening is equal 
to the diam in sq in. 

Again if one follows the recom- 
mendation of Winte and Barlow as 
described in the article “Effective 
Shrink-Bob Risers,” August, 1945, 
FOUNDRY, it would not be difficult 
to determine the riser weight since 
information is given relative to riser 
diameters, heights, etc. From those 
riser dimensions, volume can be cal- 
culated; then the weight, and finally 
the percentage relationship between 
casting and riser weight can be de- 
termined. 


Plaster Process for Statuary 
Cer I am a sculptor and have 


been looking for more inexpensive 
ways of casting sculpture pieces in 
metal. I have cast pewter myself in 
molds composed of half plaster and 
half asbestos. Could bronze, iron, 
aluminum, etc. be cast in such molds? 
Could you suggest some better invest- 
ment material which would hold de- 
tail, and alloys which would be good 
to work with? 


Eki Plaster of paris or gyp- 
sum is a medium commonly used for 
making metal reproductions of the 
sculptor’s art. When handled prop- 
erly it will provide castings with a 
fine, smooth surface, possessing ex- 
cellent delineation of detaii--even to 
accidental scratches or markings on 
the model. It will serve for all the 
usual nonferrous alloys bronze, 
brass, lead, tin—but not for iron. 

The type of plaster or gypsum 
used is known as ‘‘casting’’ plaster. 
It may be purchased in prepared 
form, or can be made by mixing in 
the dry state, four parts by weight 
of high-strength, low-expansion plas- 
ter or gypsum with one part by 
weight of fibrous tale. Details on 
these plasters, mixing and handling 
may be secured from the several pro- 
ducers. 

As you undoubtedly know, there is 
no specific composition for the term 
“statuary” bronze, but it seems to 
fall in the range of 78 to 88 per cent 
copper, 10 to 18 per cent zine and 2 





to 4 per cent tin. Sometimes the al- 
loy known as ounce metal or 85-5-5-5 
is employed. It contains 85 per cent 
copper and 5 per cent each of tin, 


zinc and lead. Probably the most 
suitable aluminum alloy would be the 
5 per cent silicon-95 per cent alumi- 
num alloy used for architectural and 
ornamental castings. 

We do not know how familiar you 
are with the foundry problems _in- 
volved, but we believe that you will 
find it well worthwhile to obtain a 
copy of Metal Casting of Sculpture 
by C. D. Clarke which sells for $6.50. 
It describes in considerable detail the 
various steps involved in plaster mold- 
ing as well as other related phases. 


Thinks Combined Carbon High 
Cra We are operating a small 


gray iron foundry with about 75 em- 
ployees and melting around 25,000 Ib 
per day using natural molding sand. 
Principal production is small castings 
weighing from a few ounces up to 
about 10 Ib using matchplates. We 
have been using an all-scrap mixture 
for the past several years and through 
inoculation we keep our analysis 
about what we want. Our latest 
analysis shows 2.23 per cent Si, 0.45 
per cent Mn, 0.116 per cent S, 2.48 
per cent GC and 0.71 per cent CC. 
This is the highest our combined car- 
bon ever has been. Can you tell us 
how to get the combined carbon down 
to where it should be? 


You do not mention hav- 
ing any difficulty with the castings 
you are producing, such as undue 
hardness in thin sections. In the ab- 
sence of trouble, we would not worry 
too much about the specific amounts 
of combined and graphitic carbons in 
the test specimens. As you undoubt- 
edly know, cooling rate has an im- 
portant effect on graphite precipita- 
tion, and it is possible that the par- 
ticular specimen may have cooled 
more rapidly than usual, resulting in 
less graphite and more combined car- 
bon. Shaking out the specimen too 
quickly, pouring at a lower tempera- 
ture, using a harder rammed mold, 
for example, may cause faster cool- 
ing. 

In our opinion, a much better con- 
tro! than the relationship of carbons 
in a test specimen, is a wedge bar 
poured in a baked core sand mold. A 
bar 4 in. long with the triangular 
cross section dimensions of %4-in 
base and 1!5-in. altitude should serve. 
It is broken and the depth of the 
chill in the tip is measured in 1/32- 
in. The chill depth is correlated with 
results obtained with the castings 
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and with the amount of inoculating 
agent to provide a desired change. 
With such wedge bar information 
close control may be obtained on the 
properties of the castings. 

If you think it is necessary to have 
a higher graphitic content you can 
try larger additions of the inoculat- 
ing agent or add some crushed ferro- 
silicon. Other possibilities are use of 
higher bed and increased coke splits 
to permit greater pickup of carbon 
and reducing the amount of steel 
scrap. 


Method of Making Lead Punch 


Do you have any infor- 
mation on the procedure for casting 
lead dies and punches used in the 
aircraft industry so as to produce a 
better surface and reduce the time 
of scraping, grinding, etc.? 


ANSWER Presumably your refer- 


ence is to the production of punches 
where the cast zinc-base die already 
is available. The method is to build 
a form around the die of sheet metal 
or plywood boards lined with asbestos 
sheets. The form must be clamped 
and braced sufficiently to resist the 
pressure of the molten lead. Interior 
corners of the form must be filleted 
properly to prevent leakage of the 
molten lead since it is extremely fluid 
and will find its way through minute 
crevices. Suitable filleting material 
is fireclay mixed to a stiff paste with 
three parts of lard oil or kerosene. 
Plaster sometimes is used. 

Material used for punches usually 
is antimonial lead, and for drop ham- 
mers may contain 4 to 7 per cent 
antimony. If it runs much higher 
than that, the punches tend to be too 
brittle for impact blows. In form- 
ing presses where tendency toward 
shock is considerably less, the anti- 
mony may be higher. The _ lead 
punches usually are poured at a tem- 
perature of 800°F, and the pouring 
is carried out so that the metal is 
distributed over the die face and not 
in one spot, which might result in 
cutting or washing. 


Has Trouble with Burning in 


Recently we read an ar- 
ticle in FOUNDRY describing coremak- 
ing practice, and noticed that dextrin 
was included in the core mix. We are 
having trouble with burning in and 
would like to know if addition of 
dextrin will aid in overcoming the 
trouble. 


| ANSWER J Dextrin, which is made 
from starch, usually by heating, is 
an adhesive. It is used to some ex- 
tent by itself as a core binder, but 
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usually in combination with other 
agents—generally to provide green 
strength. 

Since it is an adhesive, it also will 
provide some dry strength. It will 
have little if any effect, however, on 
preventing burning in. That trouble 
may be due to several causes. One 
of the first to be looked into is the 
coarseness of sand since the more 
open it is, the more likelihood of 
molten metal penetrating into the 
pores. Possibly that may be cor- 
rected by applying a good core wash, 
which will close up the pores. 

Again the trouble may be due to 
a too rapid collapse of the core, re- 
sulting from low hot strength. Hot 
strength may be increased and rate 
of collapsibility decreased by addi- 
tions of molding sand, clay, bentonite, 
iron oxide, silica flour—or use of finer 
sand. Without more definite  in- 
formation on the various character- 
istics of the present sand mix, includ- 
ing grain size of sand, type of metal 
and location of the core, it is diffi- 
cult to make suggestions for rem- 
edying the situation. 


Shows Intergranular Fracture 


We are sending you a 
piece of a cast steel specimen frac- 
tured by impact rupture and you will 
note the peculiar structure. Some- 
times we obtain the same thing when 
we make small quantities of carbon 
steel in a 100-lb laboratory direct arc 
furnace, and sometimes also with a 
side-blown converter. Check of the 
analysis is normal with 0.20 to 0.25 
per cent C, 0.25 to 0.4 per cent Si 
and 0.4 to 0.6 per cent Mn. We sus- 
pect that this structure occurs when 
we are on the low side in Si and Mn. 
The specimen forwarded has_ been 
normalized for 1 hour at 900°C 
(1650°F) and maintained the glassy 
structure even after heat treatment. 
Can you suggest the possible cause 
of such a structure? 


Lute Specimen submitted for 
examination shows the conchoidal or 


“rock candy” structure identified as 
intergranular fracture. This struc- 
ture has been traced to several dif- 
ferent causes such as_ aluminum 
nitride precipitation at the primary 
grain boundaries; massive carbides in 
the primary grain boundaries; ex- 
treme cases of type II or network 
sulphide inclusions; ferrite precipita- 
tion as a network at the primary 
grain boundaries; internal hot tears, 
and a chain-like prepicitate of some 
unidentified compounds. It appears, 
however, that the most likely cause 
is precipitation of aluminum nitride. 
Prevention of intergranular frac- 
ture from aluminum nitride precipi- 
tation is to see that the steel has a 
moderately low nitrogen content 
below 0.908 per. cent-—and that the 
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residual aluminum content is not 
more than 0.05 per cent. Other pos- 
sibilities are rapid cooling after 
solidification through the range from 
1700 to 1500°F, or by homogenizing 
at temperatures in the neighborhood 
of 2300°F followed by moderately 
rapid cooling to below 1500°F. 


Steel Scrap for Plow Shares 


We operate a gray iron 
foundry in India and would like to 
obtain some information on use of 
steel scrap to provide long-life cast- 
ings, such as plow shares. Also 
something about molding sands, and 
use of flux in the cupola. 


WH Without specific knowl- 


edge of your present raw material 
compositions and metal mixtures, as 
well as sand mixtures and other prac- 
tices, we can only make suggestions. 
For example, in using steel scrap to 
provide better wearing plow shares, 
the amount of steel scrap to be used 
should be just enough to obtain the 
desired final composition. 

In this country, the composition 
for mold boards, plow points and 
mold shares contains about 1 per 
cent Si, 0.70 per cent Mn and 0.40 
per cent P. Hence, the pig iron and 
gray iron scrap, including foundry 
returns, are selected so that a rela- 
tively low Si content is obtained, and 
then steel scrap is added to adjust 
the composition. We suggest you 
try 15 to 20 per cent steel scrap with 
suitable proportions of pig and gray 
iron scrap. 

Trying to give any information on 
molding sand is hardly possible with- 
out any idea of what you now are 
using or what is available. General- 
ly choice of sand is a compromise. It 
should be fine enough to provide the 
desired surface finish without result- 
ing in blows or other trouble from 
lack of permeability. Bond should be 
sufficient to make the sand workable 
as well as to resist cutting, washing 
or erosion by the molten metal. 

In this country, the usual cupola 
flux is limestone, and the amount em- 
ployed is about 3 per cent of the 
weight of the metal charge. Where 
the scrap is relatively free from rust 
and dirt (sand, etc.), less may be 
used, and vice versa. If the coke is 
high in ash content, more limestone 
will have to be used. Essential point 
is to add just sufficient flux to pro- 
vide a free-flowing slag. If too much 
flux is used, it will attack the lining. 
If not enough stone is used, the slag 
tends to become sticky and viscous. 
Sometimes in the latter case addi- 
tion of a small amount of fluorspar or 
fused soda ash will make the slag 
more fluid. 
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nd MODEL S-522-9M. Made for use as part of a cen- 
tralized sand system. The large open-sided hopper 
directs the complete charge from a front end loader 

1 onto a Royer Shake-Out where the large scrap is 

al riddled out. Magnetic separation removes the fine 

1g scrap; sand is discharged into a Royer Sand Sepa- 

C- rator and Blender or the skip hoist to a muller. 

Ss. 

- The new series of Royer “Scrap Control”, with 

: its versatility of application, can supply a varied 

. amount of mechanized casting removal, sand 

- cleaning and conditioning. Here is a unit that puts 

m “mechanization” within the reach of all... sup- 

a plying the benefits of labor saving and produc- 

of tion line operation at lowest possible cost. 

0 Take this opportunity to cut down the high cost of 

d hand labor in your sand conditioning operations. 

y Verified results show up to 50% of a night crew 

7 released for other work, with the damage by 

d tramp iron to pattern equipnient eliminated and 

t er scrap losses reduced 75%. We will be glad to 

MODEL S-724-11M. This model is designed to shake- study your operation and re:ommend the proper 

out castings and clean sand in one operation. Sand equipment ...no obligation, of course. 





and castings scooped from the molding floor are 
charged into the hopper and onto a Royer Shake- 
Out. Castings are discharged at one end at proper 
height for feeding a table or conveyor where they 
can be sprued and sorted. Completely cleaned 
sand is discharged at the opposite end. 


Up to 60 tons of clean sand per hour. 
No pits...no excavating. 

Low receiving hopper. 

High sand and scrap discharge. 
Rugged Shake-Out utilized as a riddle. 
No screens to clog. 

Easily made portable. 

Readily relocated. 


Four-sided 5 ton capacity hopper 
available for all units. 


Foremost in Sand 





MODEL S-522-5MR. Here is a complete packaged 
sand cleaning and conditioning unit. Fed by front 
end loader, the sand is cleaned by a Royer Shake- 
Out and magnetic separator, tempered and given 
final preparation by a Royer Sand Separator and 
Blender. Unit can be moved by overhead crane, set- 
ting up the conditioning operation where desired. 


Conditioning Equipment 


ROYER FOUNDRY & MACHINE CO. ‘civcston, ‘pa. 
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DR. JAMES T. MacKENZIE 
retires, ACIPCO 


R. JAMES T. MacKENZIE is re- 

tiring Apr. 7 as technical director, 
American Cast Iron Pipe Co., Birm- 
ingham. After a short vacation he 
will be associated with Southern Re- 
search Institute and will also be 
available as a consultant. A graduate 
of University of the South, Dr. Mac- 
Kenzie joined American Cast Iron 
Pipe Co. in 1912. Since 1918 he has 
devoted his entire time to experi- 
mental and research work. Recogni- 
tion of his contributions to the metal- 
working industries have been ac- 
corded by various technical organiza- 
tions. In 1937 he received the J. H. 
Whiting Medal of the American 
Foundrymen’s Society of which he is 
a past national director. He was a 
member of many important commit- 
tees of the AFS, American Institute 
of Mining and Metallurgical Engi- 
neers, and American Society for 
Testing Materials. ASTM awarded 
him its Award of Merit in 1953. 


Elvin W. Day, with Ford Motor 
Co.’s manufacturing engineering of- 
fice, Dearborn, Mich., was named 
manager of the aluminum foundry 
the company plans to build in Lister- 
hill, Ala. Offices of the new plant 
will remain in Dearborn, for the 
present. Mr. Day has been active 
in the company’s reorganization of 
manufacturing operations and spent 
4 months in Europe last year re- 
viewing expansion programs of its 
foreign subsidiaries. 


Winston Pfancuff was elected vice 
president and a director, Globe Iron 
Co., Jackson, O., in addition to his 
duties as secretary. 


128 


ALFRED L. GOSTOW 
. . Chrysler division mgr. 





Alfred L. Gostow was appointed 
general manager of the Forge and 
Foundry Division, Chrysler Corp., De- 
troit, unit of a new manufacturing 
group recently established by the 
company. The division includes the 
Dodge Forge Plant and Winfield 
Foundry, in Detroit, and the Forge 
Plant in New Castle, Ind. Mr. Gos- 
tow attended Armour Institute of 
Technology and joined Chrysler in 
1942. For the past year he was man- 
ager of methods for the Dodge Di- 
vision. 


Fred W. Ellis, for the past 2 years 
assistant to the president, Bay City 
Foundry Co., Bay City, Mich., was 
appointed foundry engineer, Hamil- 
ton Foundry & Machine Co., Hamil- 
ton, O. Mr. Ellis was graduated 
from University of Minnesota. Pre- 
viously he was foundry engineer, 
Richmond Foundry & Mfg. Co., Rich- 
mond, Va., and assistant chief in- 
spector, yunite Foundries’ Corp., 
Rockford, II. 


Robert H. Miller was appointed 
purchasing agent, Cooper Alloy Corp., 
Hillside, N. J., to co-ordinate pur- 
chasing for various company divi- 
sions, including the foundry prod- 
ucts division. For the past 15 years 
he was associated with Westinghouse 
Electric Corp., Pittsburgh. 


John M. Allen was appointed per- 
sonnel director, Defiance, O., plant, 
Central Foundry Division, General 
Motors Corp., Detroit. A graduate 
of University of Tennessee, he joined 
the Defiance plant in 1952. 








FRED W. ELLIS 
. joins Hamilton Foundry 





CLIFFORD E. WENNINGER 
. joins Hydro-Blast Corp. 


Clifford E. Wenninger, recently as- 
sociated with National Engineering 
Co., Chicago, was appointed technical 
director, Hydro-Blast Corp., Franklin 
Park, Ill. Active in committee work 
of the Sand Division, American 
Foundrymen’s Society, Mr. Wennin- 
ger is currently chairman of the di- 
vision’s Basic Concepts Committee. 


Allen B. Norton has retired as gen- 
eral manager of the castings division, 
Aluminum Co. of America, Pitts- 
burgh, after 42 years of service. 
Harold C. Erskine, since 1954 as- 
sistant general manager of the di- 
vision, has succeeded Mr. Norton as 
general manager. Mr. Norton joined 
the company as a chemist in Detroit 
after graduation from Cornell Uni- 
versity, became assistant general su- 
perintendent of castings operations 
in Cleveland in 1917, and manager of 
the castings division in 1928. He 
was transferred to Pittsburgh in 
1943. Mr. Erskine, a graduate of 
Pennsylvania State University, was 
previously manager of the company’s 
Fairfield, Conn., and Cleveland op- 
erations, and assistant manager of 
the die casting division. 


John A. Thomas, formerly assist- 
ant plant manager, was named man- 
ager of the Rushville, Ind., foundry, 
Perfect Circle Corp., Hagerstown, 
Ind. Dallas Lunsford, who had been 
acting plant manager at Rushville, 
has resumed his duties as the com- 
pany’s chief metallurgist. Mr. Thom- 
as joined the company 20 years ago, 
and prior to his transfer to Rush- 
ville when the foundry was started 
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Foundries Praise Woodwards 
National Advertising Campaign 


to Promote Cast Iron 


Wocdward takes this opportunity to thank the many foundries that 
have expressed appreciation to our Company for its campaign of na- 
tional advertising to promote the wider use of durable cast iron prod- 
ucts. 


This campaign, which has been carried on by Woodward for the 
past two years, has been designed to sell architects, contractors, 
builders and the general public on the permanence, superior per- 
formance and long run economy of cast iron. 


Woodward is confident that this campaign has contributed in some 
degree to the growing sales throughout the nation of cast iron prod- 


ucts. 


Our Company hopes that you will read these advertisements and 
give us the benefit of your constructive criticism and suggestions. 


For quotations, write or call our 
Sales Department, Woodward, Ala. 
Phone Bessemer, Ala. 5-2491 
or Sales Agents for territory north of Ohio River: 
HICKMAN, WILLIAMS & COMPANY with Sales Branches at— 


609 Bona Allen Building, Atlanta 3, Ga.; 230 Building, Indianapolis 4, Ind.; 407 Foshay Tower, 
North Michigan Avenue, Chicago 1, UL; First Minneapolis 2, Minn.; 70 Pine Street, New York 
National Building, P. O. Box 538, Cincinnati 1, 5, N. Y.; 1500 Walnut Street Building, Phila- 


Ohio; 1659 Union Commerce Building, Cleveland 


14, Ohio; 1203 Ford Building, Detroit 26, Mich.; delphia 2, Pa.; 1910 Clark Building, Pittsburgh 


P. O. Box 335, Duluth 1, Minn.; 412 Guaranty 22, Pa.; 796 Arcade Building, St. Louis 1, Mo. 


Woodward Iron Company 


WOODWARD, ALABAMA 


Independent Since 1882 
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MEN OF INDUSTRY 








S. C. MASSARI 
director of research 


last year, he had been production su- 
perintendent of the New Castle, Ind., 
foundry for 4 years. 


S. C. Massari, until recently man- 
ager, Foundry Division, Hansell-E]- 
cock Co., Chicago, was appointed di- 
rector of research, National Engineer- 
ing Co., Chicago. Mr. Massari was 
technical director, American Found- 
rymen’s Society, from 1945 to 1958, 
and in 1949 received the society’s 
John H. Whiting Gold Medal for out- 
standing contributions to the found- 
ry industry. He will present the 
Charles Edgar Hoyt Memorial Lec- 
ture at the AFS Atlantic City con- 
vention in May. 


Raymond E. Thompson was elected 
a director and assistant to the presi- 
dent, Claud S. Gordon Co., Chicago. 
He is manager of the company’s 
plant in Richmond, Il. 


John F. Dwyer, fa merly produc- 
tion manager, Fanste | Metallurgical 
Corp., North Chicagc IIl., was ap- 
pointed vice president- 1anufacturing, 
Shell Process Inc., Cliicopee, Mass. 


WARREN J. ZEIS 
. joins Planet Corp. 





He was previously associated with 
American Bosch Corp., Springfield, 
Mass. 


Warren J. Zeis has joined Planet 
Corp., Lansing, Mich., as chief engi- 
neer of its conveyor division, succeed- 
ing Robert E. Place who was appoint- 
ed manager of the automation sec- 
tion. For the past 7 years Mr. Zeis 
was associated with Service Convey- 
or Co., Detroit, until recently as chief 
engineer. Previously he was found- 
ry and sales engineer, Palmer-Bee 
Co., Detroit. 


Rex D. Cross has been appointed 
vice president-sales, Laclede-Christy 
Division, H. K. Porter Co., St. Louis. 


Eugene F. Schlickman has joined 
the staff of National Foundry Asso- 
ciation, Chicago, where he will direct 
its labor and employee relations pro- 
gram. Mr. Schlickman holds degrees 
in law and economics from George- 
town University and Loras College. 
Until recently he was assistant to 
the executive vice president, Corn In- 


EUGENE F. SCHLICKMAN 
. joins NFA staff 





WILLIAM |. MATTHES 
. . . becomes executive v. p. 


dustries Research Foundation, Wash- 
ington, and previously was associat- 
ed with the Bureau of Labor Statis- 
tics and Bureau of Employment Se- 
curity, U. S. Department of Labor, 
Washington. 


William I. Matthes was elected ex- 
ecutive vice president, Arwood Pre- 
cision Casting Corp., Brooklyn, N. Y. 
He has been associated with the 
company for 11 years as secretary, 
vice president-sales, and vice presi- 
dent-operations. 


M. G. Sternberg, for reasons of 
health, has resigned as vice president 
of Blaw-Knox Co., in charge of its 
Continental Foundry & Machine Di- 
vision, East Chicago, Ind., but will 
continue as a consultant. Associated 
with Continental for 37 years, he was 
president of the foundry prior to its 
acquisition by Blaw-Knox. H. A. 
Forsberg, a vice president of Con- 
tinental Foundry, has been named 
manager of division plants in East 
Chicago, Ind., Wheeling, W. Va., and 
Coraopolis, Pa. James Thomson, for 
the last 25 years chief works engi- 





M. G. STERNBERG 


. retires, Continental Foundry 


H. A. FORSBERG 


JAMES THOMSON 
. mar., division plants 


. retires, Continental 


JOHN F. DWYER 
. joins Shell Process Inc. 
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Add compressed air power efficiently 


with tte JOY WG-9 


The Joy WG-9 heavy-duty vertical air compressor is a 
natural for supplying additional air for an existing 
system, either centralized or decentralized. 

Because of its smooth running characteristics and 
the small floor area required, the WG-9 needs only a 
simple, block-type foundation. The average base di- 
mensions of a larger model WG-9, including motor, 
are 7'1” by 4'1”. This means greater capacity per 
square foot of floor area—42 CFM per square foot on 
the 100 psi rated machines. 

Thus, the WG-9 packs large compressor capacity in a 
small compressor area. It is possible to install the 
machine in a central compressor room where unused 
floor space is at a premium, or in a decentralized plant 
location where crowding of machinery is a problem. 

If you have plans for a small plant, the WG-9 is 
designed to give you continuous 24-hour heavy-duty 
service. It is also widely used to meet special require- 
ments in larger operations, such as boosting air above 
standard plant pressures. 

The Joy WG-9 is a water-cooled compressor, avail- 
able in capacity ranges up to 881 CFM piston displace- 


Consult 0. Joy Engine, 


For Air and Gas Compressors, Oxygen and Nitrogen Generators, Vacuum Pumps and 
Boosters, Conveyors, Fans, Electrical Connectors, Hydraulic Fittings and Hose Assemblies. 
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ment and in pressures up to 150 psi. Standard drive is 
multiple V-belt. This machine can be furnished for 
flat belt or vee flat drive if desired. 


LARGE COMPRESSOR FEATURES INCORPORATED IN ALL 
WG-9 SERIES 


@ Full Force Feed Lubrication 

@ Joy Patented ‘“Dual-Cushion” Valves 

@ Anti-friction Main Bearings 

@ Replaceable Cylinder Liners and Crosshead Guides 


Write today for full information. Joy Manufacturing 
Company, Oliver Building, Pittsburgh 22, Pa. In Canada: 
Joy Manufacturing Company (Canada) Limited, Galt, 
Ontario. 


Write for FREE Bulletin 22-13 





SPECIALISTS IN THE COMPRESSION AND 
MOVEMENT OF AIR AND GASES SINCE 1885 
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-LINK-BELT AUTOMATIC 
SHELL MOLDING SYSTEM 


at the Foundry Show 
Atlantic City May 3-9 
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Shell molding and closing machines, 


shakeout and oscillating conveyors 
featured at Link-Belt Booth 1434 


Dk neglect this opportunity for a close-up observa- 
tion of the Link-Belt shell molding system and re- 
lated equipment. Proven by actual operation to be out- 
standing in compactness and automatic control. the 
Link-Belt system is unsurpassed for high-volume produc- 
tion of precision castings which require little or no subse- | 
quent machining. 

Book 2462 has useful information that will increase 
your appreciation and understanding of the shell molding 
method and this Link-Belt exhibit. Call your nearest 
Link-Belt office. or write for your copy. 


ort EQUID 


Mp 











SEE THIS 12 MINUTE ~ 4 
COLOR-SOUND FILM Sens A390 
AT OUR BOOTH 


It shows on-the- 
job demonstra- 























SHELL MOLDING SYSTEM 





tions of Link-Belt “AUTOMATIC 
Fim. loaned. on | SHELL MOLDING 
request for view- SYSTEM” 






ing by your group. 


DIC: 886, 





For more information, 


LINK-BELT COMPANY: Executive Offices, Prudential Plaza, Chicago 1. 
To Serve Industry There Are Link-Belt Plants and Sales Offices in All 
Principal Cities. Export Office, New York 7; Canada, Scarboro 
(Toronto 13); Australia, Marrickville, N.S.W.; South Africa, Springs. 


Representatives Throughout the World. 14,078 


use Reader Service Card, page 187 FOUNDRY 
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neer for Continental in East Chicago, 
retired recently after 39 years with 
the company. He is a past president 
of the Chicago Chapter of the AFS 
and a former national director. 


R. T. Whitzel was named general 
production manager, Aluminum Co. 
of America, Pittsburgh, and John D. 
Harper, general manager of _ the 
smelting division, succeeding Mr. 
Whitzel. A graduate of Ohio State 
University, Mr. Whitzel joined the 
company in 1915. Since 1952, he has 
been general manager of the smelt- 
ing division. Mr. Harper joined the 
company in 1933 and recently has 
been works manager of the com- 
pany’s new Rockdale, Tex., smelter. 


Arthur P. Guidi was appointed 
steel foundry superintendent, Texas 
Foundries Inc., Lufkin, Tex., succeed- 
ing Harlie Freeman, resigned. Eli 
Stua was named assistant steel 
foundry superintendent. Mr. Guidi 
was associated with Texas Electric 
Steel Castings Co., Houston, Tex., 
until last December when he joined 
Texas Foundries as assistant to the 
plant manager. 


Harry R. LeSage was appointed 
Chicago district manager, W. W. Sly 
Mfg. Co., Cleveland, succeeding Al- 
len Jones, who has been named di- 
rector of engineering. Mr. LeSage 
was previously engaged in conveyor 
and generator sales in Pennsylvania, 
Michigan and Illinois. 


Michael C. McFadden«Jr. recently 
joined the Central Atlantic Coast 
technical field section, Development 
and Research Division, International 
Nickel Co., New York, with headquar- 
ters in Abington, Pa. For the past 6 
years he was with the Chevrolet-De- 
troit Gear and Axle Division, Gen- 
eral Motors Corp., Detroit. 


MICHAEL C. McFADDEN JR. 


BRUCE W. MARKEY 


Gordon F. Simons, since 1954 works 
manager, Beryllium Corp., Reading, 
Pa., was appointed director of engi- 
neering and development. A _ grad- 
uate of Michigan State University, 
he joined the company in 1933. He 
previously served as assistant treas- 
urer, production superintendent, sales 
manager, and technical director. 


Warren R. Spofford was appointed 
abrasive engineer in the Syracuse, 
N. Y., area, for Norton Co., Worces- 
ter, Mass. Gordon S. Brandes has 
succeeded Mr. Spofford in the east- 
ern Massachusetts territory. Edwin 
A. Danielson was appointed abrasive 
engineer and will cover Mr. Brandes’ 
territory in the Rocky Mountain 
area. William E. Oliver, recently in 
the St. Louis office, was appointed 
abrasive engineer in the Grand Rap- 
ids, Mich., area. Bruce Cramer was 
appointed refractories engineer in 
Michigan and Indiana, succeeding 
David Bolon, resigned. 


David A. Schiffer was appointed 
eastern manager, and Erie Wind- 
miller assistant eastern manager, 
raw material purchases, Apex Smelt- 
ing Co., Chicago. They will be in 
the company’s Cleveland plant. 


Bruce W. Markey was appointed 
service manager, Shallway Corp., 
Connellsville, Pa., the sales and serv- 
ice company for Shalco shell mold- 
ing and blowing equipment. Mr. 
Markey was recently with the Ali- 
quippa, Pa., works, Jones & Laugh- 
lin Steel Corp., and Pittsburgh Tool 
Steel Wire Co., Monaca, Pa. 


Harold E. Collins was appointed 
vice president in charge of sales, 
Metals Disintegrating Co., Elizabeth, 
N. J. Since 1953 Mr. Collins has been 
a vice president, in charge of sales 


HAROLD €. COLLINS 
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for the company’s Pigments and Met- 
al Abrasives Divisions. In his new 
post he will also be responsible for 
marketing activities of metal pow- 
ders and »roducts of the Alloys Divi- 
sion on the West Coast. 


E. W. Prendergast, formerly At- 
lanta branch manager, Foxboro Co., 
Foxboro, Mass., has been named 
Southeast regional manager. R. F. 
Sutton was transferred from. the 
Pittsburgh office to Pensacola, Fla., 
as industrial engineer. H. C. Craig 
was named branch manager in Jack- 
sonville, Fla., and L. C. Estes was 
assigned to the Atlanta office. F. J. 
Stevens Jr. will work out of the Lake- 
land, Fla., branch. G. W. Reed Jr. 
was named New Orleans office man- 
ager and J. K. Younkins, manager 
in Charleston, W. Va. W. H. Rhyne 
was assigned to Chattanooga, Tenn.; 
T. A. Jones, to Charlotte, N. C., and 
M. N. Walker, to Knoxville, Tenn 


Donald L. Esmay and Ronald L. 
Larsen have joined the department 
of product research and development 
recently established by Lithium Corp. 
of America, Minneapolis. Mr. Esmay 
was graduated from Dakota Wes- 
leyan University and _ received his 
doctor’s degree from Iowa State Col- 
lege. Until recently he was with the 
research laboratories of Standard Oil 
Co.’s Whiting, Ind., refinery. Mr. Lar- 
sen, a graduate of University of Min- 
nesota, was recently at the Uranium 
Division, Mallinckrodt Chemical 
Works, St. Louis. 


Roger F. Waindle was appointed 
chief, Castings Branch, Iron and Steel 
Division, Business and Defense Serv- 
ices Administration, Washington. Mr. 
Waindle is on loan from his positions 
as vice president, Misco Corp., staff 
consultant, Consolidated Foundries & 
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Experienced 
Application Knowledge 
makes sure you get 

the most out of 





automatic equipment 









@ ‘How can I apply automation to my production 
set-up?”’ Only men /ong experienced in improving 
foundry methods can give you sound 

application advice. 


“Will I get all the production possible?”’ Again, 
Osborn’s 50 years of experience in both short run 
and mass-production applications assures peak 
performance. 

Have your operations analyzed by the men who 
have led the field in the use of automation... 
Osborn application engineers. Call or write 
The Osborn Manufacturing Company, 

5401 Hamilton Avenue, Cleveland 14, Ohio. 


Visit our Exhibit at the 1956 Castings Congress, 
Atlantic City, May 3-9. 
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TWO OTHER IMPORTANT REASONS WHY YOU 


ADVANCED ENGINEERING— Osborn engineering draws on 50 
years of practical experience developing methods and designing 
machinery to increase your production . . . lower your costs. 


SHOULD SPECIFY...OSBORN 
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QUALITY MANUFACTURE— Osborn craftsmen are experienced 
in manufacturing foundry machines that assure dependable 
performance .. . day after day. 















CORE BLOWERS 


INDUSTRIAL BRUSHES 


MOLDING MACHINES 




















MEN OF INDUSTRY 


Mfg. Corp., Chicago, and president, 
Wai-Met Engineering Co., Waban, 
Mass. Previous associations include 
chief engineer, Fahralloy Co., Harvey, 
Ill., general manager, Alloy Engi- 
neering & Casting Co., Champaign, 
Ill., and vice president-director, Can- 
non-Muskegon Corp., Muskegon, Mich. 
He has been active as chairman or 
member of industry advisory com- 
mittees to the government. Currently 
he is chairman, Metal Specifications 
Committee and a member of the Re- 
search Committee, Investment Cast- 
ing Institute. 





HENRY M. HEYN 


becomes division mgr. 


Henry M. Heyn, a vice president 
of Surface Combustion Corp., Toledo, 
O., has been appointed general man- 
ager of its Toledo Industrial Division. 
Other division appointments include: 
Carroll Cone, recently named chief 
engineer, has assumed full responsi- 
bility for all engineering activities; 
Donald Beggs, formerly assistant re- 
search director, was appointed man- 
ager of research and development, 
and G. J. Langenderfer, recently as- 
sistant sales manager, was named 
sales manager of the heat treat di- 
vision. W. M. Hepburn, vice presi- 
dent-engineering, C. B. Phillips, vice 
president-sales, and E. G. de Coriolis, 
research director, were appointed to 
the president’s staft. 


J. ©. McKenna, since 1948 min- 
ager of alkali sales, Diamond Alkali 
Co., Cleveland, has been appointed 
manager of soda products sales, a 
D. G. Hood will 
continue in charge of soda ash sales 


newly created post. 
to the glass industry. 


Mel Conwell was appointed Mid- 
western sales engineer, George Sall 
Metals Co., Philadelphia, with head- 
quarters in Springfield, O. For many 
vears Mr. Conwell was 
with the foundry industry as a pat- 


associated 
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CARROLL CONE 
engineering head 


ternmaker and superintendent. Wil- 
liam E. McCullough will cover the 
western Pennsylvania area for the 
company with headquarters in Pitts- 
burgh. 


J. B. Mohler recently joined Kaiser 
Aluminum & Chemical Corp., Oak- 
land, Calif., as research chemist in 
the finishing and electrochemical ap- 
plications branch of its metallurgical 
research department in Spokane. A 
graduate of Western Reserve Univer- 
sity, he was previously research as- 





sistant, E. I. du Pont de Nemours 
Co., Wilmington, Del., head of the 
physical chemistry laboratory, Cleve- 
land Graphite Bronze Co., Cleveland, 
and director of research, Johnson 
Bronze Co., New Castle, Pa. For the 
past several years he was a metal 
finishing consultant in New Castle. 


J. Harvey Johnston, vice president, 
General Steel Castings Corp., Gran- 
ite City, Ill., was appointed a vice 
president of its subsidiary, National 
Roll & Foundry Co., Avonmore, Pa. 
Roy A. Gezelius was named assistant 
vice president of both companies. Mr 
Johnston joined General Steel in 
1942 and served as works manager 
at the Eddystone, Pa., plant prior to 
becoming vice president of General 
Steel in 1954. Mr. Gezelius was 
named metallurgical engineer at the 
Eddystone plant in 1939 and chief 
metallurgist there in 1941. He be- 
came works manager at Eddystone 
in 1951. 


Charles T. Tinsley has been ap- 
pointed assistant sales manager of 
the industrial rubber division. Ther- 
moid Co., Trenton, N. J. He was 
formerly manager of Thermoid’s 
Southeastern division with headquar- 
ters in Atlanta. 


G. J. LANGENDERFER 
. division sales mgr. 


R. B. Warren has been appointed 
sales manager, Industrial Products 
Division, Goodyear Tire & Rubber 
Co., Akron, O., succeeding H. D. 
Foster, who will retire in May after 
43 years of service. O. A. Schilling, 
eastern sales manager for the di- 
vision, has replaced Mr. Warren as 
manager of Industrial Products de- 
partments. 


Robert H. Owen recently joined 
Electric Controller & Mfg. Co., Di- 
vision of Square D Co., and will work 





DONALD BEGGS 


. manager of research 


out of the sales office in Cleveland, 
headquarters of the company. Henry 
C. Williams was assigned to the Phil- 
adelphia office. N. Mark Hodapp was 
transferred from Buffalo to the 
Cleveland office to cover the Cincin- 
nati territory. J. M. Hyland was 
transferred from Svracuse, N. Y., to 
Fast Aurora, N. Y., to handle the 
Buffalo sales area. 


Carl O. Hedner, since 1931 sales 
manager of hoisting equipment, Yale 
& Towne Mfg. Co., Philadelphia, was 
named assistant general sales man- 
ager of the Materials Handling Di- 
vision. J. Russell Manning, former- 
ly Cincinnati branch manager, was 
made Detroit branch manager for 
the division, succeeding David Wirth, 
who becomes national automotive ac- 
count director for the company. L. W. 
Goldenson is manager of the di- 
vision’s San Francisco branch, re- 
placing Harold N. Stiles, who was 
appointed acting electric truck sales 
manager in Philadelphia. 


Hal D. Roach, formerly in the Chat- 
tanooga, Tenn., office, Laclede-Chris- 
ty Co. Division, H. K. Porter Co., St. 
Louis, was appointed Chicago sales 
representative for the division. A 
graduate of University of Illinois, Mr. 
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WITH A WHITING CUPOLA you can use either basic or acid 
slag practice! Basic slag practice, while still somewhat new is becom- 
ing more popular because it makes possible a reduction in sulphur, per- 
mits the use of a greater percentage of steel scrap with less pig iron 
and more readily increases the carbon content of the metal. 





The height of the tuyeres in the Whiting Cupola may be varied to 
permit a change from acid to basic slag operation or vice versa. Special 
deep well spouts are available for use with the basic slag practice. 


Whatever practice you intend to use, be sure to look into Whiting 
Cupolas—for they are built for a lifetime of efficient service. 


They are easy to erect and the design permits the use of standard 
refractory shapes from top to bottom. Piping costs are held to a 
minimum because the tangential blast entrance allows the most 
direct connection from blower to windbox. 


The location of windbox above the tuyeres allows for easy light-up 
arrangements. Air for melting is distributed evenly with minimum 
resistance—with no air leakage in windbox. Lining and 
stack are protected against moisture by stack joints 
that open downward. 





A fusible safety plug is provided with a special safety 
tuyere. If the cupola tender does not tap quickly 
enough, the metal and slag flow through a channel which 
prevents slag from entering other tuyeres and will warn the operator. 
Another safety feature is a double-cone spark arrester to reduce 
fire hazards. 





These cupola principles result in economy and high quality molten 
iron. It will pay you to call in a Whiting Engineer to discuss your re- 
quirements. He has the experience to help you plan your installation. 
At least 90% of the cast iron that is melted in cupolas is melted in 
Whiting Cupolas! Write or phone for his counsel now! 














WHITING CORPORATION 


15607 Lathrop Avenue, Harvey, Illinois 


N WI! - 
O 8 Send for Whiting Bulletin FY-172 entitled “Whiting Bi Olas 


Cupolas."’ 24-pages packed with illustrations and 
information about the Cupola, Tuyere Design, 
Cupola Accessories, Whiting Hot Blast and 

complete statistics. Write today! 
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Roach joined the company in 1948. 
He was elected secretary of the Ten- 
nessee Chapter of the AFS for the 
current year. 


Horace M. Bringhurst has_ been 
named _ president-general manager, 
Superflux Mfg. Co., Allen’ Park, 
Mich., formerly Weaver Block Co., 
Detroit. Mr. Bringhurst retired re- 
cently as director of foundry coke 
sales in Detroit, for Semet-Solvay 
Division, Allied Chemical & Dye 
Corp., New York. A graduate of Uni- 
versity of Michigan, he joined Semet- 
Solvay Division in 1933. In 1951 Mr. 
Bringhurst was appointed assistant 
director of the Coke Division, Defense 
Solid Fuels Administration, Wash- 
ington, and was named director in 
1953. 


J. P. Stine was appointed East 
Coast zone manager, Thor Power 
Tool Co., Aurora, Ill., covering New 
York, Boston, Buffalo and Newark, 
N. J., with headquarters in Newark. 
C. B. Baron was named West Coast 
zone manager for Los Angeles, San 
Francisco and Seattle territories, with 
headquarters in Los Angeles. R. J. 
Burch was appointed Southeastern 
zone manager in Mississippi, Tennes- 
see, Alabama, North and South Caro- 
lina, Georgia, Florida and part of 
Louisiana, with headquarters in Bir- 
mingham. 


T. D. Owens was appointed man- 
ager, foundry coke and pig iron sales, 
and W. J. Patterson, manager, indus- 
trial coke and chemical sales, Alan 
Wood Steel Co., Conshohocken, Pa. 


Ralph E. Zimmerman was appoint- 
ed district representative, Frank G. 
Hough Co., Libertyville, Ill., in New 
York and Pennsylvania, excluding 
New York city and Philadelphia. His 
headquarters will be in East Syra- 
cuse, N: Y. 


Milo L. Phillips was appointed 
sales engineer and technical consult- 
ant, Alloys & Chemicals Mfg. Co., 
Cleveland. A graduate of University 
of Minnesota, Mr. Phillips was pre- 
viously associated with Aluminum Co. 
of America, Pittsburgh, and William 
F. Jobbins Co., Aurora, IIl. 


Robert J. Yochum, St. Louis, re- 
joined Bay State Abrasive 
Westboro, 


cently 


Products Co., Mass., as 





ROBERT J. YOCHUM 
. . . Bay State Abrasive sales 


abrasive engineer. <A _ graduate of 
the School of Mines, University of 
Missouri, for the past 6 years he was 
with St. Louis Shipbuilding & Steel 
Co., St. Louis. 


H. Edward Ehlers Jr. and Warren 
A. Zimmer were elected vice presi- 
dents, Joseph Dixon Crucible Co., Jer- 
sey City, N. J. With the company 
since 1935, Mr. Ehlers was general 
sales manager for the past year. Mr. 
Zimmer, since 1951 works manager, 
joined Dixon Crucible in 1936. R. C. 
Brock has succeeded Mr. Ehlers as 
general sales manager, after a year 
as industrial sales manager. David 
C. MeMillin was appointed assistant 


general sales manager, in Jersey 
City. A. G. Fletcher has been ap- 
pointed Western district manager, a 
position Mr. McMillin has held for 
the past year. Harry I. Goecker, for- 
merly purchasing agent, has been 
named director of purchases. E. M. 
Strom was appointed assistant prod- 
uct manager, graphite and lubricants 
division. 


L. M. Diran was appointed in 
charge of cast constructional steel 
developments, Development and Re- 
search Division, International Nickel 
Co., New York. Mr. Diran joined 
the ferrous casting section of the 
company’s research laboratory in 
Bayonne, N. J., in 1954. Previously 
he was a research associate at Massa- 
chusetts Institute of Technology, 
where he received the degrees of 
doctor and master of science. For 5 
years he was foundry metallurgist, 
Lebanon Steel Foundry Co., Lebanon, 
oi 


Peter V. Schwab was appointed 
Pittsburgh district manager, Naresco 
Equipment Corp., sales subsidiary of 
National Research Corp., Newton 
Highlands, Mass. 


Deane Courtright was appointed 
district sales representative, Leschen 
Wire Rope Division, H. K. Porter Co., 
St. Louis, to cover Washington, 
Idaho, and Montana. 


L. L. Duncan, director of adver- 
tising and sales promotion, D. J. 
Murray Mfg. Co., Wausau, Wis., was 
also appointed sales manager of the 
Unit Heater & Mill Supply Division. 


David G. Matthews was appointed 
assistant sales manager, Wilton Tool 
Mfg. Co., Schiller Park, Ill. Albert 
Burke was named sales engineer for 
the company in upstate New York. 





RALPH E. ZIMMERMAN 
. Frank G. Hough sales 
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H. EDWARD EHLERS JR. ; 
. Dixon Crucible Co. v. p. 


DAVID C. McMILLIN 
. assistant gen. sales mgr. 


R. C. BROCK 


- general sales mgr. 
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See us in Atlantic City 
at Hotel Ambassador 
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... of dependable quality 


METAL BLAST’s modern methods produce 
better abrasives. METAL BLAST’s mass pro- 
duction permits lower prices. That’s why 
you'll find METAL BLAST abrasives in lead- 
ing foundries . . . everywhere. If you haven't 


tried them — you should! 


METAL BLAST, we. 


872 EAST 67th STREET + CLEVELAND 3, OHIO 


THE LARGEST INDEPENDENT MANUFACTURER OF ABRASIVES . . . PRODUCING THE FINEST CHILLED AND MALLEABLE SHOT AND GRIT ON THE MARKET 
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By THOMAS A. DICKINSON 


Y MAKING some of the largest 
aluminum castings they had ever 
produced, foundrymen at Boeing 
Airplane Co., Seattle, recently saved 
more than $3000 in the construction 
of wing jigs for the manufacture of 
KC-135 Jet Stratotanker aircraft. 
The castings 
gates—-which, in addition to permit- 
ting the accurate alignment of wing 


were used as end 


components as the latter are as- 
sembled, must swing open if a fin- 
ished wing assembly is to be removed 
from its jig. Each casting weighed 
5400 lb, had a height of 14 ft, a 
width of 5 ft and a thickness of 1 ft. 
Boeing previously made end gates 
for wing jigs by welding prefabricat- 
ed aluminum parts. 
paratively expensive 
cause the parts could not be fabri- 
cated and welded as rapidly as com- 
plete gates could be cast and finished. 
In addition, the welded components 
had a tendency to “crawl” or distort 
due to differences in thermal coef- 
ficients of weld and parent metals. 
This condition often made it difficult 
to assemble close-tolerance parts. 
Despite the advantages that were 
to be gained by the use of castings, 
the decision to cast end gates was 


This was a com- 
procedure  be- 
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Big 
Aluminum 
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— Lower Tooling Costs 
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Finishing one of the end-gate castings used to replace 
weldments in wing jigs at Boeing Airplane Co., Seattle 


somewhat daring because Boeing's 
foundry had not previously 


nonferrous castings with such large 


made 


dimensions. 

Aluminum was selected as the cast- 
ing metal because its thermal ex- 
pansion coefficient was essential to 
the maintenance of close dimensional 
tolerances in the assembly of KC-135 
wings. Since it was also possible to 
use considerable scrap in making the 
castings, this accounts for some of 
the savings that were realized. 

A pattern for the end gates was 
made in a conventional manner from 
wood, after which molds were fabri- 
cated by pneumatically ramming No. 
1 Albany sand over the pattern in a 
specially-made fir plywood flask. 

The initial casting was satisfac- 
torily made by pouring molten alu- 
minum from 1800-lb-capacity ladles. 
The mold’s gating and risering was 
such that about 2700 Ib of metal was 
removed from the casting in finish- 
ing’ it. 

3ecause experience made it seem 
obvious that the risers were exces- 
sive, the dimensions subsequently 
were reduced until only 8 per cent of 
the as-cast weight was eliminated in 
finishing and machining. For ex- 





ample, risers which were originally 
12 in. in diameter and 24 in. deep 
were reduced to 4-in. diameter and 
12-in. depth. 

Such a drastic reduction in size 
was made possible partly by using 
a moldable exothermic feeding com- 
This type of 
liner helps to delay solidification of 
riser metal while it is feeding the 
casting. 


pound in the risers. 


In casting only two end gates, Boe- 
ing has spent $11,509 for tooling com- 
ponents that would have cost $14,600 
if made with welding equipment. 
And experience has shown that cast- 
ings have nothing even remotely 
comparable to weldments’ tendencies 
to “crawl.” 

As a result of all this, tooling men 
have been finding an unprecedented 
variety of uses for company foundry 
facilities during recent months. To 
date, they haven't specified the cast- 
ing of parts which are larger than 
these gates. But they’ve called for 
several that come close. 

lor instance, there’s a 17 x 7 ft 
expansion beam with an_ as-cast 
weight of 5100 lb. It’s aiso being 
used in the construction of KC-135 


wing jigs. 
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It’s eEYENS from A to Z! 


HELSPOT has a wide field of use in the foundry. Any HELSPOT is also recommended for use in steel found- 
application in the grey-iron, malleable iron, or steel ries where temperatures encountered are high, and 
foundry and non-ferrous shop, wherein the refractory where ordinary linings are short-lived due to inability 
is covered with molten metal or slag, affords an excel- to counter the unusually corrosive slag. 


lent place to employ HELSPOT. HELSPOT is furnished in plastic form, sliced, in 100-Ib. 


HELSPOT is recommended particularly for lining cartons. HELSPOT Dry is furnished in 100-lb. bags 
ladles (pouring, holding, transfer, shank etc.) and for mixing on the job. HELSPOT Ladle Wash, in 
spouts of melting units. The “No-Slag” feature of 100-Ib. bags, is recommended for washing all types of 
HELSPOT makes it a “Must”: for today’s spout lining. ladle linings. 


Ask your Foundry Friends about their 
Success with HELSPOT 


You are invited to meet Distributors and stocks are located in all principal 


“MR. HELSPOT” in Booth 1313 at cities and industrial centers. Write for folder. 
the A.F.S. Convention in Atlantic 
City, May 3 thru May 9. 


The HELSPOT products are exclusive developments of the 
Mexico Refractories Company. Services of its engineering 
department are avaiJable to you for special applications. 









HELSPOT plastic is packed in 100-lb. HELSPOT dry is available for those HELSKOTE ladle wash is shipped in HELSPOT brick are furnished i 
vaterproof cartons, already sliced for who prefer a dry material, to be mixed 100-lb. bags, dry, ready for mixing. standard shapes and 9x6x4_ cupol 
ease of handling. on the job. Shipped in 100-Ib. bags. For spray or brush application. block sizes. Shipped palletized. 





MEXICO REFRACTORIES COMPANY 


MEXICO, MISSOURI 
Divisions : NILES FIRE BRICK CO., Niles, Ohio © NATIONAL REFRACTORIES CO., Philadelphia, Pa. 


Canadian Affiliate : REFRACTORIES ENGINEERING & SUPPLIES, LTD., Hamilton, Ontario, Canada 








West Steel, 50 Years Old, 
Establishes Alloy Division 


West Steel Casting Co., Cleveland, 
marking its 50th year in business 
this year, is establishing an Alloy Di- 
vision in facilities just purchased at 
1679 Collamer Rd., East Cleveland, it 
has been announced by Ralph R. 
West, president. Operations were ex- 
pected to start late in March. 

The new facilities formerly housed 
the Standard Alloy Co., which va- 
cated them last summer. 





CUT-OFF 
MACHINE 


’ 
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Paul G. Lutz, formerly vice presi- 
dent and general manager of Stand- 
ard Alloy Co., with which he had been 
associated more than 15 years, will 
be general manager of the new di- 
vision. Works manager will be L. 
W. Anderson, who has had more than 
25 years’ experience in the alloy 
field. His previous connections in- 
cluded Pioneer Alloy, Standard AlI- 
loy and National Alloy companies. 
Most recently he was with the Mich- 
igan-Standard Alloy Casting Co., De- 
troit. 

The division will operate as a job- 






FOR FAST REMOVAL OF SPRUES AND RISERS FROM 


BRONZE, ALUMINUM AND IRON CASTINGS! 








FULL MANEUVERABILITY THROUGH 180° 


The new Fox Swing Frame Cut-Off Machines have 
been designed to take advantage of the new type 
‘flexible’ cut-off wheels. The machine has full ma- 


neuverability through 180°. 


It is especially recom- 


mended for the removal of sprues and risers from 
bronze, aluminum and iron castings. 


Available in two sizes, 16’ and 20’. Write for Catalog! 


FOX GRINDERS, Inc. 


OLIVER BUILDING 


PITTSBURGH 22, PA. 
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bing foundry, producing all commer- 
cial alloys specified by the Allied 
Casting Institute and the American 
Iron and Steel Institute. Melting 
equipment will include both electric 
are and induction furnaces. 

West Steel Casting Co. was found- 
ed in 1906 by Ralph H. West, father 
of the current president, at the site 
it still occupies at 805 East 70th St., 
Cleveland. In addition to Ralph R., 





PAUL G. LUTZ 


two other sons of the founder are 
associated with the company. Thomas 
D. West is vice president in charge 
of operations and Samuel B. is vice 
president, secretary and chief engi- 
neer. C. E. Marcum is controller 
and R. G. Ullman is vice president, 
sales. 

The company’s. original plant, 
measuring 120 x 160 ft, has been ex- 
panded over the years to 160 x 700 
ft. Nearby storage facilities occupy 
150 x 400 ft. Production includes 
carbon and low-alloy steel castings. 
The foundry normally employs 250 
to 300. 


Spanish Foundrymen Visit U.S. 


Six Spanish foundry executives re- 
cently concluded a tour of foundry 
operations in this country under the 
sponsorship of the International Co- 
operation Administration. They ob- 
served plants in Bridgeport, Conn., 
Bayonne and Milleville, N. J., Phil- 
adelphia, Pittsburgh, Cleveland, De- 
troit, Chicago, Waukegan, IIl., and 
Syracuse, N. Y. The tour is part of 
the technical exchange program, and 
new ideas in production and manage- 
ment were stressed. 

The group will make a report of 
its findings to be circulated in the 
foundry industry and in industry at 
large in Spain. Its members also 
will sponsor the organization of spe- 
cial courses in foundry practices at 
Spanish productivity centers. 
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How to cure 17 (core) headaches 


...and produce better castings 


faster, for less money 











What are your five most important “targets” 
in core formulation and production? Would 
you say adequate green strength, minimum 
baking time, high bake strength, adequate 
hot strength, just-right surface hardness? 

Whether or not you agree on these five, 
you will agree that a near-miss on any one 
of the seventeen vital points may well turn 
into a first class headache. That’s why we 
say: Prevent or cure such headaches by 
checking your entire operation against all 
seventeen points on the table at left. 

Okay on green strength, bake strength, 
surface hardness—but not so good on ram- 
ming, baking time, shake-out? Then here’s 
what you do: 


Ask the man from Corn Products! He’ll help 
you work out a formula that may require 
only a minor adjustment—such as adding 
144% GLOBE Dextrine for better collapsi- 
bility, burn-out, etc. Or he may show how 
use of MOGUL or KORDEK as a major 
ingredient in your core or facing sand formula 
can cure your biggest headache! 


The man from Corn Products has had years of 
experience on problems like yours. Call him 
in. Ask your local sales office, or write. 








your first advantage in using such time- 
tested dry binders as Mogul, Kordek and 


| SIMPLIFIED, CLEANER MIXING is 
Globe Dextrine. 





EASY RAMMING is assured when you 
use Mogul cereal binder. You also step 
up quality and production of both cores 
and castings. 


SMOOTHER CASTING FINISH, con- 
trolled collapsibility and easy shake-out 
also result from use of Mogul, Kordek 
and Globe Dextrine binders. 


1906 + 50th ANNIVERSARY - 1956 
CORN PRODUCTS REFINING COMPANY 


17 Battery Place, New York 4, N. Y. 


Makers of MOGUL’ - KORDEK’* - GLOBE’ dextrine 
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For more information, use Reader Service Card, page 187 143 





THE WORLD'S 
BEST CASTINGS ARE POURED 
IN MC a MADE FROM 


4 





Silica sand from one of the world’s finest 
deposits! The Ottawa Silica Company, 
for well over 50 years, has supplied 
many of the nation’s foundries with sand 
products of unsurpassed quality. The 
most complete facilities exist here for 
mining, washing, grading, and shipping 
these vital products. Ottawa sands resist 
core shrinkage from drying or firing and 
combat deformation. Hard round grains 
of purest silica, when mixed with proper 
formulae, form hard smooth molds and 
cores, producing castings that require 
minimum clean-up effort and which con- 
form to highest tolerance standards. 


99.89% PURE 


Laboratory tests prove Ottawa Silica 99.89% pure. 


OTT AW A 


Serviced by two main trunk railway Ss i L I C A = oO M ca A N Y 


systems, Ottawa offers fast delivery 
to all corners of the nation. PLANTS LOCATED IN 
OTTAWA, ILL. AND ROCKWOOD, MICH. 





SERVING THE FOUNDRY, GLASS AND CERAMIC INDUSTRIES FOR OVER 50 YEARS 
FOUNDRY 


144 For more information, use Reader Service Card, page 137 
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Foundrymen Meet in 
Birmingham for 


Among the conference speakers were, left to right: Ray Olson, Shell Process Inc.; 
Tom Barlow, Eastern Clay Products Dept.; Roy Carver, Carver Foundry Products Co.; 
Earl Woodliff, Foundry Sand Engineering Co., and A. Lesley Gardner, Pangborn Corp. 





SOUTHEASTERN CONFERENCE 


of successful Southeastern Re- 

gional Foundry Conferences was 
held in Birmingham, Feb. 16-17. As 
in recent years, the conference was 
sponsored by the Birmingham Dis- 
trict, Tennessee and University of 
Alabama student chapters of* the 
American Foundrymen’s Society. At- 


oy aes of the series 


tendance was about 400. 

The program of ten _ technical 
papers included discussions of some 
of the relatively new foundry prac- 
tices—-CO, process, shell coremaking 
and high-pressure molding—as well 
as of more conventional subjects. 
Friday morning was devoted to visits 
to local plants. 

Jobbing with Shell Cores’ and 
Molds, discussed by Ray Olson, She!l 
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By WILLIAM G. GUDE 
Mannging Editor 


Process Inc., Chicopee, Mass., opened 
the technical program. Advantages 
of such cores lie primarily in their 
smooth surface, accurate dimensions, 
collapsibility, economy of production 
and permeability. Coreboxes used 
must not only be accurate but also 
be able to withstand repeated heat- 
ing to 500° F. It is possible to make 
large hollow cores sufficiently strong 
by the use of inserts in the corebox 
which will produce internal ribs in 
the core. Maximum amount of resin 


required for a coated sand for core- 
making is about 2 per cent. 

Job Evaluation, by Milton E. An- 
nich, American Brake Shoe Co., 
Mahwah, N. J., was a detailed de- 
scription of various systems used to 
determine the relative importance of 
job classifications in a plant. These 
results provide a sound basis for pay 
rate differentials. If basic principles 
are followed, any foundry can set up 
its own job evaluation plan. It is 
best to start with the so-called point 
system, then change to the factor 
comparison method three to _ five 
vears later. Before attempting to 


Left to right: W. B. Greiser, Tennessee Chapter chairman; Rev. Harold 
C. Martin; A. J. Fruchtl, Birmingham Chapter chairman; Bruce Simpson, 
president of the AFS; J. F. Drenning, Birmingham Chapter vice chairman 

























Bruce Simpson, left, and William W. Maloney hold banner presented the 


Birmingham Chapter for its successful drive to increase membership. A 
similar banner was awarded the Tennessee Chapter for membership gains 


set up any system, it is desirable to 
prepare specifications and a descrip- 
tion of each job. 

Selection and Preparation of Sands 
for Foundry Use, by Earl E. Wood- 
liff, Foundry Sand Engineering Co., 
Detroit, pointed up the fact that ac- 
ceptance of sand control by the 
foundry industry is the most impor- 
tant development in sand _ practice 
since the war. Control actually is 
a matter of exercising good sense, but 
the one responsible for it must be 
familar with the effect of mechanical 
processing on the sand’s_ behavior. 
Many casting defects result from 
sand expansion and it is necessary to 
provide the clay, and possibly cer- 
tain additives, that will act as a 
cushion between grains. While we 
have only begun to scratch the sur- 
face in the science of sand use, the 
tendency to follow accepted practices 
often retards new developments. 

High-Presure Molding, by Tom 
Barlow, Eastern Clay Products De- 
partment, International Minerals and 
Chemical Corp., Chicago, described 
developments in sand and equipment 
to produce close-tolerance castings 
in firm sand molds. This subject 
was treated in detail by the speaker 


in an article in March FOouNDRY, 
p. 104. 
Carbon Dioxide Mold and Core 


Hardening was both a discussion and 
actual demonstration of the process 
by Roy Carver, Carver Foundry Prod- 
ucts Co., Muscatine, Iowa. High and 
low temperature extremes in the 
sand used should be avoided, as also 
should excessive mixing time of 
binder and sand. To avoid penetra- 
tion, 89-90 fineness sand is preferred, 
unless a wash is used. Addition of 2 
per cent iron oxide permits use of 
a relatively coarse sand having good 
collapsibility. 
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Foundry Refractories, by L. L. 
Gill, Harbison-Walker Refractories 
Co., Pittsburgh, consisted of a de- 
scription of the usual types of re- 
fractories for gray iron, malleable 
iron and steelmaking melting fur- 
naces, plus a discussion of special re- 
fractory materials. 

Aluminum Foundry Practice and 
Casting Defect Correction, by D. L. 
LaVelle, Federated Metals Division, 
American Smelting & Refining Co., 
Barber, N. J., listed various casting 
defects and their causes. These in- 
cluded such problems as_ inclusions 
by aluminum oxide, brittle- 
ness resulting from _ iron _ pickup, 
porosity from hydrogen gas entrap- 
ment, shrinkage resulting from _ in- 
adequate gating, and poor pouring 


caused 


Group at the annual conference banquet. 


ham. 


practice resulting from carelessness. 

Modernizing the Cleaning Room, 
by A. Lesley Gardner, Pangborn 
Corp., Hagerstown, Md., traced the 
development of airless blast cleaning 
and a description of barrel, table and 
room type units. Importance of pre- 
ventive maintenance of the equip- 
ment and of keeping the abrasive 
clean was stressed; also the necessity 
of using the right kind of abrasive 
for each job. 

The Injection Process in_ the 
Foundry, by G. P. Dahm, Linde Air 
Products Co., described the injection 
of calcium carbide into mclten iron 
to reduce sulphur content and im- 
prove physical properties of the 
metal. The process is said to offer 
production economies, better produc- 
tion control and cleaner finished prod- 
ucts, and is particularly useful to 
foundries producing nodular iron. 

How the Melting of Brasses and 
Bronzes Affects the Quality of Cast- 
ings, by William Ball Jr., R. Lavin & 
Sons Inc., Cincinnati, emphasized 
that the type of alloy, type of melt- 
ing furnace and production required 
all affect casting quality. Other im- 
portant considerations are the fur- 
nace atmosphere, melting department 
supervision and pouring temperature. 

A luncheon meeting on Thursday, 
presided over by the Birmingham 
District Chapter vice chairman, John 
F’.. Drenning, Kerschner, Marshall & 
Co., was addressed by top AFS of- 
ficials—Bruce L. Simpson, national 
president; Frank W. Shipley, nation- 
al vice president, and William W. 
Maloney, general manager. Activi- 





Standing, left to right: Bruce 
Simpson; Tom Sims, toastmaster; E. E. Pollard, past chairman, Birming- 


Seated: John W. Pendleton, University of Alabama; A. J. Fruchtl 
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STEEL | 
FOUNDRY 
PRACTICE 


By JOHN HOWE HALL 

















Just published—Steel Foundry Practice—a new compre- 
hensive sourcebook covering all phases of modern steel 
foundry practice. This book is the only up-to-date treat- 
ment of the subject available today. 

Steel Foundry Practice contains practical information 
on almost every production problem steel foundrymen 
encounter. The easy-to-read text is accompanied by over 
250 detailed charts, drawings and illustrations of the 
“how-to-do-it” type. 

This volume represents the last of the many contribu- 
tions which the late John Howe Hall made to the prog- 





10 DAY FREE TRIAL 


THE PENTON PUBLISHING COMPANY, Book Department 
1213 West Third St., Cleveland 13, Ohio 
Send me “Steel Foundry Practice’ by John Howe Hall 


If the book meets with my 
Otherwise, | will return 


_|On ten days trial for free examination. 
; approval | will pay $12 (plus tax if any). 
; the book in good condition, postpaid. 


_] Remittance enclosed* in which case the book will be sent postpaid. 


Signed Title 

Company 

Address 

City Zone State 


*Please add 3% to cover state sales tax on orders for delivery in Ohio. 
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ress of the foundry industry. Material presented in this 
book began as a series of articles in FOUNDRY magazine. 
Steel foundry personnel (from top executives to appren- 


libraries, sup- 
all will bene- 


tices), educational institutions, technical 
pliers to the steel foundry industry 

fit from the use of this book. 

A complete cross index permits ready reference to any 
section. Many references relating to additional sources 
of information are provided. Use the coupon at the bot- 
tom of this page to order your copies now. 


ABOUT THE AUTHOR 


The late John Howe Hall was associated with the 
production of steel castings for nearly 50 years. 
Mr. Hall received his bachelor’s and master's degrees 
from Harvard University. He was employed by 
Bethlehem Steel Co. and Buffalo Crucible Castings 
Co. until 1906, when he joined Taylor-Wharton Iron 
& Steel Co. He remained there until 1937, when 
he became a consulting metallurgist. His previous 
major work was The Steel Foundry, published in 
1914, with a second edition in 1922. 


Mr. Hall was the author of many papers presented 
before the American Society for Testing Materials, 
the American Foundrymen’s Society, the American 
Institute of Mining and Metallurgical Engineers and 
the American Society of Mechanical Engineers. In 
1924, he received the first Whiting Medal awarded 
by the AFS. 
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ties of the national organization and 
plans for the coming Atlantic City 
convention were discussed. Mr. Simp- 
son presented awards in the form of 
banners to the Birmingham and 
Tennessee chapters for their success 
in increasing the:r memberships. 

The annual banquet concluding the 
conference had Birmingham Chap- 
ter Chairman Albert J. Fruchtl, W. 
Thomas Barr Associates, presiding, 
with John W. Pendleton, University 
of Alabama, speaking on ‘Outlook 
for Education.” 


Michigan Regional Conference 


Is Planned for Nov. 29-30 


Annual AFS Michigan Regional 
Foundry Conference will be held at 
the Union Building, University of 
Michigan, Ann Arbor, Mich., on Nov. 
29-30. Sponsors are the Central 
Michigan, Detroit, Saginaw Valley 
and Western Michigan chapters of 
the AFS in conjunction with the stu- 
dent chapters at Michigan and Mich- 
igan State universities. 

Conference chairman is Robert D. 
Dodge, Archer-Daniels-Midland Co., 
Detroit. Other committee chairmen 
are: Program, Richard B. Kropf, In- 
ternational Nickel Co., Detroit; pub- 
licity, Ray Sutter, Sutter Products 
Co., Detroit; banquet, Gerald Strong, 
Battle Creek Foundry Co., Battle 
Creek, Mich.; reception and arrange- 
ments, Ray Reiff, Ford Motor Co., 
Dearborn, Mich., and student activ- 
ity, Charles E. Drury, General Mo- 
tors Corp., Saginaw, Mich. 

Mr. Kropf also is serving as vice 
chairman of the conference; Prof. 
Richard A. Flinn, University of Mich- 
igan, secretary; Prof. Wayne Kraft, 
University of Michigan, treasurer, 
and Jess Toth, Harry W. Dietert Co., 
Detroit, executive secretary-treasur- 
er. 


Plans Safety Campaign 


National Safety Council plans an 
intensive nationwide campaign to re- 
duce accidental falls by focusing at- 
tention of management and workers 
on this type of accident. Most falls 
result from unsafe acts of individuals 
and a little extra caution and knowl- 
edge on the part of each person can 
do much toward reduction of acci- 
dental falls. Among the materials 
designed to arouse the worker’s en- 
thusiasm for protecting himself will 
be booklets, films, banners, posters, 
5-minute safety talks and safety in- 
struction cards. For sample booklet 
and list of materials and prices, write 
the National Safety Council, 425 
North Michigan Ave., Chicago 11. 
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DOLOMITE as a FLUX 


in Steelmaking 


By SHEN KOU-WEN 
Amomo, Tsc, Tai-nan 
Formosa, China 


ORMOSA is situated in a subtrop- 
> zone where the humidity is 
high. The lime commonly used in 
production of steel often contains 
moisture as high as 14.3 per cent by 
weight. This figure is well above 
the maximum water content of 0.5 
per cent recommended by many 
foundrymen. Consequently, if the 
lime containing high moisture is not 
preheated before use, the resulting 
steel castings and ingots are usually 
poor in quality because of the blow- 
holes and other defects caused by 
high hydrogen content in the metal. 

The writer has found a solution to 
this problem by using calcined dolo- 
mite instead of lime as a flux in steel- 
making. Dolomite is an important 
basic fiux. The local calcined dolo- 
mite contains 27-32 per cent CaO and 
20-25 per cent MgO. The magnesia 
of dolomite reacts at high tempera- 
ture with AlO,, Fe,O,, and SiO, to 
form MgO-Al0O,, MgO-Fe,O,, and 
MzO-SiO,. It also reacts with cer- 
tain bath impurities which lime may 
not affect. 

The available base of calcined dolo- 
mite is equal to that of lime and will 
not affect the V-ratio of slag in steel- 
making. According to some special- 
ists, magnesia can lower the viscos- 
ity and increase the fluidity of slag, 
thus the dolomite can help the full 
functioning of flux and produce steel 
of better quality. 

Dolomite used as a flux in basic 
steelmaking is the same material em- 
ployed as the furnace refractory. 
Corrosion caused by slag and metal 
bath will decrease when dolomite is 
used as the flux and indirectly ex- 
tend the life of furnace refractories. 
Calcined dolomite does not absorb 
the moisture as easily as the lime 
does. 

To determine the effect of substi- 
tuting dolomite for lime, the writer 
melted steel scrap in a 1-ton direct- 


arc, nonconductive bottom furnace 


and back-charged the furnace three 
times to obtain a total melt of 1.5 
tons. In making low-carbon steel, 
SAE 1012, the process followed was 
the same as that for lime flux steel- 
making except sufficient crushed 
coke and hot rolling mill scale were 
charged with the scrap and 175 kg 
(385 Ib) calcined dolomite was sub- 
stituted for the lime. The heat re- 
quired about 3 hours and 45 minutes 
and consumed about 709 kwh of elec- 
tricity per ton. 

Test results showed the exterior 
and interior of the castings free from 
blow-holes and_ shrinkage holes. 
Chemical analysis conformed to the 
SAE 1012 specification, containing 
0.12 per cent C, 0.53 per cent Mn, 
0.019 per cent P, and 0.041 per cent S. 

Mechanical properties were: 


Reduc- 
tion 
Tensile Elonga- of 
Strength, tion, Area, 
psi Whe TL 
As cast 54,475 38 43.75 
Full annealed 54,475 54 51.45 


Grain Size of Steel—According to 
the usual method of estimating car- 
bon content of steel by examination 
of a fracture specimen, that of steel 
made by using dolomite flux appears 
to contain less carbon content than 
steel made by using lime flux. There- 
fore, the grain size of steel made 


with dolomite is finer than steel 
made with lime flux. 
Mechanical Properties Both 


elongation and reduction of area test 
results indicate that use of dolomite 
flux in basic steelmaking produces 
steel with high toughness. 

Economy Dolomite is abundant 
and can be obtained at reasonable 
price in Formosa. The writer, in 
using dolomite, also finds that man- 
ganese recovery is 0.15-0.20 per cent 
higher than when lime flux is used 
in basic steelmaking. 
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AS PARTNERS IN 


YOUR PROGRESS... 
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-isa factor! 









) The extensive background of experience of Great 
pea" Lakes Carbon Corporation in industrial carbons and 


ete other raw materials is an unique plus factor in the 








uniformity which distinguishes GLC electrodes, anodes, 


poe Meagher carbon brick and mold stock. 


The high degree of integration between discov- 


eries in our research laboratories, refinements in pro- 


ELECTRODE 


cessing raw materials, and improved manufacturing 


techniques is further assurance of excellent product 





performance. 
® 





Diviston 


Great Carbon Corporation 
 WORAPHITE'ELECTRODES, ANODES, '\0LDSiaing/SPECIALTIES — 


ADMINISTRATIVE OFFICE: 18 East 48th Street, New York 17, N.Y. PLANTS: Niagara Falls, N. Y., Morganton, N. C. OTHER OFFICES: Niagara Falls, N. Y., 
Oak Park, Ill., Pittsburgh, Pa. SALES AGENTS: J. B. Hayes Company, Birmingham, Ala., George O. O'Hara, Wilmington, Cal. SALES AGENTS IN OTHER 
COUNTRIES: Great Northern Carbon & Chemical Co., Ltd., Montreal, Canada; Great Eastern Carbon & Chemical Co., Inc., Chiyoda-Ku, Tokyo, Japan 
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FOUNDRYMEN AND EDUCATORS MEET 





In Annual FEF College-industry Conference 


ence sponsored by the Foundry 

Educational Foundation attract- 
ed about 200 educators and foundry- 
men to Cleveland, Mar. 7-8, for the 
ninth and best attended of such 
meetings. Principal discussion sub- 
jects were the reports of different 
FEF schools on their educational ac- 
tivities and the role of the engineer 
in the foundry industry, particularly 
in smaller shops. 

At the annual meeting of the founda- 
tion held during the conference, James 
H. Smith, Central Foundry Division, 
General Motors Corp., Saginaw, Mich.., 
was chosen president to succeed Ed- 
ward C. Hoenicke. Mr. Smith was 
vice president during the past year. 


A ence 8 College-Industry Confer- 


Other officers elected are: Vice 
president, C. V. Nass, Beardsley & 
Piper Division, Pettibone Mulliken 
Corp., Chicago; secretary-treasurer, 


E. M. Knapp, Ferro Machine & Found- 
ry Inc., Cleveland; executive director, 
E. J. Walsh, Cleveland. 

Newly elected trustees are: C. W. 
McLennan, Lynchburg Foundry Co., 
Lynchburg, Va.; Cal C. Chambers, 
Texas Foundries Inc., Lufkin, Tex.; 
H. C. Erskine, Aluminum Co. of 
America, Pittsburgh; W. W. Heim- 
berger, Buckeye Steel Castings Co., 
Columbus, O., and F. G. Steinebach, 
FOUNDRY, Cleveland. 

Trustees named to represent the 
various founding members of FEF 
include: Malleable Founders’ Society, 
C. E. Brust, Eastern Malleable Iron 
Co., Naugatuck, Conn.; Gray Iron 
Founders’ Society, E. L. Roth, Motor 
Castings Co., West Allis, Wis.; Amer- 
ican Foundrymen’s Society, O. J. 
Myers, Archer-Daniels-Midland Co., 
Minneapolis, Minn.; Foundry Equip- 
ment Manufacturers Association, W. 
B. Wallis, Pittsburgh Lectromelt 
Furnace Corp., Pittsburgh; Non-Fer- 
rous Founders’ Society, E. J. Metzger, 
Multi-Cast Corp., Wauseon, O.; Steel 





Conference banquet was 


Founders’ Society of America, M. J. 
Allen, American Steel Foundries, Chi- 
cago. 

Mr. Smith presided at the opening 
conference session. An address of 
welcome by President Hoenicke pre- 
ceded the first of six talks by school 
faculty representatives. Warren C. 
Jeffery, associate professor, Univer- 
sity of Alabama, pointed out that the 





JAMES H. SMITH 
President, FEF 


FEF was far-sighted in recognizing 
in advance of industry the need for 
an increased number of engineers 
among foundries. He related how 
three foundries made use of graduate 
engineers, with resulting benefits in 
the forms of increased productivity, 
higher casting yield from improved 
gating and risering and in product 
development work. 

How the student and graduate of 
a co-operative type of school fits into 
foundry work in the medium-size 
plant was discussed by W. H. Tholke, 
instructor, and Fred Westermann, as- 
sistant professor, University of Cin- 
cinnati. At this school, students al- 
ternate periods of classroom and in- 


addressed by Dr. Deane W. Malott, president, Cornell University 
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dustrial work. Students taking up 
foundry work start in the labor pool 
as helpers in various departments. 
Job responsibilities are increased in 
subsequent years as they return to 
the foundry, so that upon graduation 
the individual has the equivalent of 
a two-year practical training period. 
This experience cuts the training 
time necessary when he enters full- 
time employment. 


Since only the larger foundries can 
afford to employ engineers in their 
various departments, smaller shops 
must combine these activities under 
the responsibility of one man. Mr. 
Westermann listed the requirements 
of the foundry engineer as 1) ade- 
quate technical and scientific back- 
ground, 2) the ability to apply this 
knowledge and 3) the faculty of get- 
ting along with people. 

M. S. Burton, associate professor, 
Cornell University, explained how 
foundry facilities at the school are 
used in teaching other metallurgical 
subjects; he added that students in 
various courses hear’ considerable 
about cast metals. He illustrated 
how the solidification of steel is 
demonstrated through use of carbon 
tetrabromide instead of molten metal. 

R. A. Flinn, professor of metallurgi- 
cal engineering, University of Michi- 
gan, Ann Arbor, Mich., discussed the 
“Role of the Development Engineer” 
and strongly emphasized that to at- 
tract engineers into the foundry in- 
dustry the role must be right and the 
employment approach must be such 
that the engineer will be attracted 
and sold upon his future with the 
company. Foundries both small and 
large are aware that engineers make 
excellent managers but the small 
foundry doesn’t realize that develop- 
ment work is essential to progress 
and survival. Small foundries can 
meet the challenge of future com- 
petition if they will take advantage 
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Tumbles 1050 Ibs. of castings in 
abrasive stream -TIMKEN’ bearings hold 
drum rigid to guarantee tight seal 


T’S the job of the “Blastmaster”’ to 

clean heavy castings and forgings 
by tumbling them in a high-velocity 
stream of abrasive. Of course, it’s 
important that the flying abrasive be 
sealed in the barrel. The answer: 
mount the drum head trunnions on 
Timken® bearings. Their tapered con- 
struction lets them take both radial 
and thrust loads, holding drum ends 
and work conveyor in rigid align- 
ment. As a result, a tight running seal 
can be maintained, tiny particles of 
flying abrasive are kept inside the 
drum. 


The PANGBORN CORPORATION 
mounts the drum head trunnion 
of its ““Blastmaster’’ Rotoblast on 
Timken bearings to minimize wear, 
cut maintenance, reduce friction. 
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NOT JUST A ROLLER 


NOT JUST A BALL 
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= TAPERED ROLLER BEARINGS 


THE TIMKEN TAPERED ROLLER 


On larger Pangborn machines, these 
Timken bearings handle payloads of 
up to 4700 lbs. of tumbling castings 
with ease. That’s because full line 
contact between rollers and races 
gives Timken bearings extra load- 
carrying capacity. Rollers and races 
are case-hardened—have hard, 
wear-resistant surfaces over tough, 
shock-resistant cores. They easily 
take the shock loads from tumbling 
forgings. 

Wear is held to a minimum because 
Timken bearings practically elimi- 
nate friction. That’s because they’re 


designed to roll true; and because 
they’re made with microscopic accu- 
racy to conform to their design. And 
you’re doubly assured of Timken 
bearings’ quality, because we make 
our own steel. No other U. S. bearing 
maker does. 

So always specify bearings stamped 
with the trade-mark ‘Timken’. The 
Timken Roller Bearing Company, 
Canton 6, Ohio. Canadian plant: St. 
Thomas, Ontario. Cable address: 
““TIMROSCO”. 


Ee This symbol on a product means 
its bearings are the best. 








Zalue 


IT’S TIMKEN BEARINGS FOR VALUE! 


To get the best value in bearings you may find this 
simple formula helpful: 


_ quality + service + public acceptance 








Obviously a big advantage above the line gives you 
more value than a small one below. No other bearing 
can match the uniform high quality, engineering and 
field service and overwhelming public acceptance 
you get with Timken bearings. 


price 








BEARING TAKES RADIAL 


For more ‘nformation, use Reader Service Card, page 187 


AND THRUST 


LOADS OR ANY COMBINATION 
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of the available engineering talent. 

D. S. Eppelsheimer, professor of 
metallurgical engineering, Missouri 
School of Mines, Rolla, Mo., discussed 
“The Meaning of Engineering Edu- 
cation and the FEF to the Medium 
and Small Size Foundry.” Accord- 
ing to the speaker, small and medi- 
um-sized foundries have some real 
problems in basic areas of produc- 
tion, marketing, management, _ re- 
search and finance. A_ proper bal- 
ance between these areas is essential 
to survival and the only way these 
foundries can compete is to contract 
for the know-how of the college- 
trained engineer. 

R. W. Heine, associate professor of 
mining and metallurgy, University of 
Wisconsin, Madison, Wis., offered 
some “Thoughts on New Develop- 
ments and Engineering Education in 
the Casting Field.’’ Powerful indus- 
trial changes in the last 10 years 
have changed the complexion of en- 
gineering education and as new de- 
velopments come into being new 
courses are created to keep pace. 
Trend is away from the quantitative, 
descriptive and narrative approach 
to a more solid, scientific approach. 

Reports by various FEF commit- 
tees opened the second day’s program. 
Speaking for the University Advis- 
ory Committee, Prof. C. C. Sigerfoos, 
Michigan State University, said that 
many foundries do not understand 
the most effective methods of recruit- 
ing engineering graduates. Early 
contacts with the schools and estab- 
lishment of liaison with key profes- 
sors were suggested. The committee 
also recommended that the founda- 
tion prepare a booklet for small and 
medium-sized foundries’ explaining 
the functions of an engineer. 

Charles F. Walton, Gray Iron 
Founders’ Society, Cleveland, reported 
for the Technical Advisory Commit- 
tee and pointed out that the engineer 
is more useful to a foundry in a staff 
capacity to assist all departments 
rather than in a line function as a 
supervisor. The Industry Advisory 
Committee report by David H. Boyd, 
Ungineering Castings Inc., Marshall, 
Mich., included suggestions for co-op- 
eration between industry and the 
schools’ students and faculty. 

“Application of Engineering in 





Foundries” was the subject of a panel 
discussion presided over by R. L. Gil- 
more, Superior Steel & Malleable 
Castings Co., Benton Harbor, Mich. 
Types of engineering treated includ- 
ed plant, metallurgical, design and 
sales. 

The plant engineer should be ver- 
satile, and industrial engineering 
training makes the individual best 
suited for this position, it was stated 
by C. E. McQuiston, Advance Found- 
ry Co., Dayton, O. J. E. McBroom, 
Stainless Foundry & Engineering Co., 
Milwaukee, said that the co-operation 
of both the industrial engineer and 
the metallurgical engineer is neces- 
sary for successful foundry operation. 
Preparation of specifications and the 
actual melting of metal to the cor- 
rect composition are two different 
things, he added. 

Steps in the design and production 
of investment castings were described 
by E. G. Chapman, Misco Precision 
Casting Co., Whitehall, Mich. These 
steps include an analysis of the blue- 
print to see if the part can be cast, 
how the mold is to be made and 
what gages and gate grinding fixtures 
are needed. The investment casting 
industry, he said, is looking more 
and more for young men to enter it. 

Since the castings salesman con- 
tacts engineers in calling on cus- 
tomers, it is desirable that he have 
engineering training, according to 
R. A. Lawson, Monarch Aluminum 
Mfg. Co., Cleveland. He recommended 
the seeking of sales talent among 
the plant’s engineering personnel and 
the giving of sales training after the 
engineering training has been ob- 
tained. 

Three former holders of FEF schol- 
arships spoke before the conference. 
C. J. Thomas, Michigan State ’55, now 
is foundry maintenance engineer, In- 
ternational Harvester Co., Memphis, 
Tenn. He suggested that closer con- 
tact between foundrymen and _ stu- 
dents, such as in attending AFS stu- 
dent chapter meetings and in invit- 
ing students in small groups to visit 
foundries, would help induce gradu- 
ates to enter the industry. 

Ray H. Witt, Case ’51, sales man- 
ager, Cadillac Malleable Iron Co., 
Cadillac, Mich., recommended that 
summer employment of students cov- 


Dinner meeting of present and past officers and trustees of the foundation 
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er work involving foundry operations 
and not jobs such as window wash- 
ing, which provide no training. He 
also suggested that school faculty 
members be given more opportunity 
for acquiring foundry experience dur- 
ing the vacation period. 

Jack E. Bolt, Alabama ’52, tech- 
nical service engineer, General Elec- 
tric Co., Pittsfield, Mass., proposed 
that the FEF direct a self-develop- 
ment training program in metallurgy 
for foundry personnel. 

James H. Smith presented the film, 
“To Meet the Challenge,’ depicting 
recent developments in foundry meth- 
ods and equipment by the Central 
Foundry Division, General Motors 
Corp. Much of the subject matter 
of this film is discussed in the article 
by Mr. Smith starting on page 96. 


Recommendations For the Future 


In summing up the high lights of 
the conference, Prof. E. C. Wright, 
head, department of metallurgical en- 
gineering, University of Alabama, 
made these recommendations: 1. Im- 
prove the effectiveness of students’ 
summer training. 2. Recruit promis- 
ing boys for college engineering 
training. 3. Provide the schools more 
sponsored research projects. 4. Help 
in providing teachers. 

“The Economics of Foundry Engi- 
neering’’ was the luncheon talk sub- 
ject of C. V. Nass, vice president, 
Beardsley & Piper Division, Petti- 
bone Mulliken Corp., Chicago. Mr. 
Nass said that competition for grad- 
uating engineers is keen. If found- 
ries are to stay in business they must 
enter this competition to secure young 
engineering talent and make maxi- 
mum use of their training. 

Young engineers represent the fu- 
ture of the industry and, according 
to Mr. Nass, they are vitally needed 
in responsible purchasing, sales, su- 
pervision, process development, prod- 
uct development and management po- 
sitions. The foundry industry—includ- 
ing the small foundry—cannot afford 
to be without the potential that is 
within the young college-trained en- 
gineer. 

A plea for increased financial sup- 
port for private universities was 
made in a talk at the conference 
banquet by Dr. Deane W. Malott, 
president, Cornell University. Chair- 
man at the banquet was Thomas 
Kaveny Jr., the immediate past pres- 
ident of FEF, Herman Pneumatic 
Machine Co., Pittsburgh, and H. E. 
Helling Jr., Mathews Conveyer Co., 
Ellwood City, Pa., was toastmaster. 

Dr. Malott said that by 1970 the 
private schools will have been faced 
with “strangulation” or government 
support and control, unless there is 
an upsurge in unrestricted giving by 
industry and individuals. 
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* Toughness 
* Strength 
* Heat-treatability 


© Wear resistance 
* Machinability 
* Economy 


















Heavy duty ore crushing machinery is subjected to severe alloy manganese-Molybdenum steel castings. At left: 
operating conditions. To meet these strenuous require- a Symons Gyratory Crusher gear; right: a Symons Cone 
ments the gears shown are made from heat treated low- Crusher gear. Built by Nordberg Mfg. Co. 


Cast Manganese Moly Steel contributes strength 
and toughness to Crushers built by Nordberg 








“Where high strength and toughness are prime considera- ; 
tions,” says Howard Zoerb, Consulting Engineer of the tj 
Nordberg Crusher Division, “molybdenum bearing steels are = _—— = et) 
specified. This is true of the heavy duty parts of Symons" : wooo T? S 





Crushers, built by Nordberg. These steels have contributed 
to the Nordberg reputation as producers of dependable, 
heavy duty crushing machinery.” 





Technical assistance is available to foundries on alloying 
problems. Please address inquiries on your foundry let- 
terhead to: Climax Molybdenum Company, Department mn - 

mk cn J ‘ d ae . e Symons Cone Crusher is a product 
MF20, 500 Fifth Avenue, New York 36, New York. of Nordberg Manufacturing Company. 


CLIMAX MOLYBDENUM 











Factors Involved in 


Blowing Shell Molds and Cores 


are to be blown into heated pat- 

tern equipment require that the 
resin be firmly attached to and mi- 
nutely dispersed throughout the sand. 
This is accomplished by a procedure 
known as coating and can be per- 
formed either at room temperature— 
cold coating—or at elevated tempera- 
ture—hot coating. 

Both methods require that a shear 
force be applied to the mix to smear 
the resin over the sand surface. Con- 
ventional mullers provide the proper 
action and generally can be em- 
ployed without major changes. Mi- 
nor alterations which are beneficial 
but not essential involve the use of 
a dust hood, the addition of a blower 
and modification of plows and wheels. 


Gore and resin mixtures which 





Editor’s Note: This paper was presented at 
the Michigan Regional Foundry Conference 
held at Michigan State University, East 
Lansing, Mich., Dec. 1-2. 
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By G. A. CONGER 
C & S Products Inc, 
Detroit 


Cold Coating—This method re- 
quires the presence of a solvent, usu- 
ally a commercial grade of alcohol. 
A typical cold coating procedure us- 
ing a dry powdered resin is as fol- 
lows: 

1. Sand and resin, containing 
hexa, is dry mulled for 15 to 20 
seconds. 

2. Solvent mixture is added and 
mulled for 3 to 4 minutes. 

3. Release agent is added, with the 
blower on, the mix is mulled to a 
free-flowing, zero green strength, 
lump-free state. The time required 
is 10 to 20 minutes depending on the 
efficiency of the blower, quantity of 
solvent used and the necessity of ar- 
riving at zero green strength. 





Fig. 2 (above)—Operator pushes button 
to close heated corebox and start cycle. 
Resin-coated sand has been loaded into 
hopper on top of shell molding machine 


Fig. 1 (left)—Typical blown shells for 
molds, cores and permanent mold liners 


Should a degree of green strength 
be required, for reasons which will 
be discussed later, a small quantity 
of kerosene or similar light oil should 
be added with the solvent. Since al- 
cohol is very volatile and will evapo- 
rate during storage of the coated 
sand, kerosene prolongs the green 
strength imparted to the mix. 

Resin Additions Vary—Normal res- 
in percentages vary from 1% to 5 
per cent depending on hot strength 
and collapsibility required. The solv- 
ent consists of a mixture of com- 
mercial alcohol and water—3 parts 
to 1 part by weight. Solvent addi- 
tions are generally made based on 
the resin level modified and depend- 
ing on the type and fineness of the 
sand. Using a clean silica sand of 
about 100 AFS fineness, solvent is 
added in a ratio of 4 to 1 by weight, 
resin to solvent. The water tends to 


FOUNDRY 
























slow the alcohol evaporation during 
coating and materially assists in the 
dispersion of the hexa during coat- 
ing. If more solvent is used the ef- 
ficiency of coating is increased but 
a longer time will be required to 
evaporate the solvent to arrive at a 
free-flowing state. 

Excessive solvent also means an 
increase in coated sand costs. If less 
solvent is used, coating may not be 
completed, resulting in resin segre- 
gation during blowing. The test of 
proper solvent addition is the mini- 
mum quantity which permits sand to 
be blown without segregation. 

The release agent serves two func- 
tions. First, during coating, it per- 
mits the lumps to be broken up with- 
out reagglomeration, thereby reducing 
the load on the muller. Second, it 
functions as a built-in release agent 
during stripping of the core or mold 
from the pattern equipment. These 
agents usually consist of a hard wax 
or a stearate. Obviously, insufficient 
release additions will not adequately 
assist in delumping or in stripping. 
However, excessive additions are det- 
rimental to the cured strength of the 
coated sand. Proper additions are 
based upon the resin level and should 
be 20 to 1 by weight, resin to release 
agent. 

We have found that precise meas- 
urement of the materials added and 
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Fig. 3 (above)—Machine rotates 180 de- 
grees, aligning pattern under the blow 
nozzles, and sand mix is blown into the 
heated pattern, where it starts to cure 
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exact timing are not required and 
that this formulation can be classi- 
fied as cook-book mixing, easily ac- 
complished by unskilled foundry la- 
bor. Generally, conventional mullers 
can be operated at about 50 per cent 
of their rated capacity without modi- 
fication. The purpose of muller modi- 
fication is to permit the coating of 
larger batches in the same time pe- 
riod. Basically, coating is accom- 
plished in 3 to 4 minutes, with de- 
lumping completed in approximately 
2 to 3 more minutes. It is realized 
that a muller is a most inefficient 
aerator. The overall cycle time can 
therefore be reduced by processing 
the sand in the muller for approxi- 
mately 6 to 7 minutes and then com- 
pleting the solvent extraction in an- 
other device such as an aerator, a 
series of vibrating screens, or by 
passing air over the sand while be- 
ing suitably conveyed. 

Liquid resins consist of 60 to 80 
per cent solids dissolved in an ap- 
propriate solvent mixture similar to 
that described in dry cold coating. 
The procedure is similar to that pre- 
viously described with one possible 


Fig. 4 (below) — Diesel 
engine casting is pro- 
duced by fusing T-347 
vanes into a T-410 hub 
casting. It is shown 
with the shell mold and 
core assembly that holds 
the vanes in position 






exception. The liquid resin may not 
contain hexa, in which case it would 
be added along with the release agent. 
The other ingredients, permissible 
variables and results would be simi- 
lar to cold coating. 

Hot Coating—If properly executed, 
hot coating is a more nearly true 
coating procedure. As rather precise 
timing and temperature control is re- 
quired, a formulation procedure will 
not be attempted. The user should 
consult the resin manufacturer. Spe- 
cial equipment is required to com- 
plete hot coating. This consists of a 
means to operate the muller at an 
elevated temperature and vibrating 
screens for delumping. The heat 
source may consist of a water or 
steam jacket or, more simply, a heat 
exchanger providing hot air which is 
blown into the muller. Again, the re- 
sults and applications of the mix are 
identical with the cold coating pro- 
cedure. 

Coated sand can be placed in stor- 
age for an indefinite period if main- 
tained at a reasonable temperature 
and in a dry room. Moisture pickup 
will impair blowability and produce 
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Diagram of SAN-BLO exclusive 
sand chamber design, showing 
agitator and air circuit. 












QUICK-CHANGE 
BLOW & VENT 
PLATE ASSEMBLY 
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ee CORE BOX SIZE:32"x32"x15" 











for medium-size cores... 


199 sam-si0 


... featuring a new, stationary sand chamber, located directly under 
the sand supply hopper. A shuttle type cut-off automatically opens 
and closes for refilling, quickly, after each blow. This design elimi- 
nates the need for movement of large, heavy parts during the refilling 
of the sand chamber and assures perfect alignment of blow plate and 


table, for accurate drawing. 
The “155”, of course, also has the exclusive SAN-BLO design sand 





chamber with motor-driven agitator and “aerating” blow circuit, 
which makes possible the blowing of light or heavy sand mixes and 
the blowing of cores weighing from a few pounds to full capacity of 
machine — with equal efficiency. The “155” also has single-push- 
button, automatic controls for clamping, blowing, drawing and re- 
filling operations — including blow and refill timers. 


OPTIONAL EQUIPMENT (San-Bto exclusives!) 


PULSATOR TYPE BLOW —for blowing wooden core boxes. 

LOW PRESSURE PREFILL—for minimizing core box wear. 

QUICK-CHANGE BLOW & VENT PLATE ASSEMBLY —for minimizing 

costly change-over time and rigging of open top core boxes. 

Here’s the machine for boosting core production and cutting costs 
on medium-size cores — made in either wood or metal core boxes. 
Why not check on it, right now? Write for complete data or request 
our representative to call. 
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NEW PANGBORN VENTRUJET 
Gives Efficient Wet Dust Control 


: CLEANED AIR 
DISCHARGE 


EXHAUSTER 
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VENTURI 
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SLUDGE HOPPER 


SLUDGE 
CONVEYOR 


Efficient wet dust collection depends on breaking water into 
particles and mixing it with the dust. The new Pangborn 
VENTRIJET Collector utilizes venturi tubes to achieve this 
effect. As dust-laden air enters the inlet chamber, heavier 
dust particles sink to the bottom. The air stream then passes 
through the venturi tubes at high velocity, drawing water 
with it and breaking it into minute particles. These particles 
mix thoroughly with the remaining dust in the air and give 
the VENTRIJET its high operating efficiency. In the outlet 
chamber, the resulting sludge settles to the bottom for re- 
moval. Eliminator sections remove water droplets in the 
washed air and the cleaned air is then discharged. The result 
is peak performance in a minimum of space. 


Pangborn VENTRIJET offers these advantages: 


@ Complete, self-contained unit with low headroom, minimum floor 
space 


@ High air velocity through venturi tubes insures thorough mixing of 
air and water 


@ Venturi tube design results in minimum pressure loss and provides 
uniform flow—no narrow channels to become choked with sludge 


@ Tube design and thorough washing action enable collector to 
handle heavy loads. 

For full details, write to PANGBORN CORPORATION, 1400 

Pangborn Blvd., Hagerstown, Maryland. 


Visit "Pangborn Institute’ at AFS Show, Atlantic City, May 3—9 


Pangborn . pust 
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variable sand physical properties. 
When coated sand is stored deep, the 
sand has a tendency to sinter, pro- 
ducing lumps which can be readily 
broken by screening with no future 
ill effects. If solvent removal was not 
carried out to completion, the lump- 
ing tendency during storage will be 
increased, again with no detrimental 
effects other than the necessity to 
screen the mix. 


The bond produced by resin op- 
erates at sand grain contact points. 
As coating disperses a fixed resin 
film around the sand particle, the 
bond strength depends on the film 
thickness. This film thickness will 
vary in the same fashion as oil in 
an oil-sand core mixture. Consequent- 
ly, finer sands require larger resin 
additions to maintain cured strength. 
Likewise, the use of more angular 
sand or the presence of clay particles 
and other insoluble materials increase 
the filmable surface area and reduce 
the cured strength. With this in mind, 
additions such as bentonite, iron ox- 
ide or silica flour can be used to in- 
crease and control the hot strength. 
Generally the collapse is increased 
and controlled by the absence of the 
additives and by reducing the resin 
level. 

Varying the Composition—A vari- 
ety of coated sands can be formulated 
by making a stock mixture with 5 
per cent resin which is diluted to the 
proper resin level by dry blending 
clay-bearing sands, such as Juniata, 
into the mixture. In this fashion, 
resin is not dispersed on the clay 
particle where it would be of little 
or no use. It is also possible for other 
additives to be made in a similar 
fashion. In most shell applications, 
control of the resin and sand is 
sufficient to produce a wide range of 
physical properties, making the mix- 
ture adaptable to the production of 
small aluminum to medium size steel 
castings. 

The sand is the prime factor in the 
determination of surface finish and 
hence tolerance of the part. If a 
shell is blown and cured in a com- 
plete closure, opened only when ready 
to strip, warpage and distortion are 
minimized. Dimensional accuracies 
are increased and permit closer re- 
production of shells. The use of finer 
sands, therefore, enables one to re- 
produce castings to closer dimen- 
sional tolerance than in the same part 
in green sand. Since mold permeabil- 
ity depends on thickness of the sand 
around the metal cavity, higher mold 
permeability with finer sand may be 
achieved in shell molds. In the case 
of shell cores, the same principles 
apply if shape and contour of the 
core is conducive to hollowing by one 
of the methods to be discussed later. 


Equipment for Blowing—Pattern 
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The Ideal Furnace for Foundries 
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THE HEROULT IS THE SAFEST, most de- 
pendable electric furnace on the market. 
Available in foundry sizes with either 
Gantry or swing-type roof, the Heroult 
is equipped with the latest time- and 
labor-saving mechanical devices and 
electrical controls. It is noted for its 


efficient performance, simplified opera- 
tion, and low operating and mainte- 
nance costs. 

We welcome an opportunity to help 
you select and install the electric foun- 
dry furnace best suited to your partic- 
ular requirements. 


AMERICAN BRIDGE DIVISION 
UNITED STATES STEEL CORPORATION, GENERAL OFFICES: 525 WILLIAM PENN PLACE, PITTSBURGH, PA. 


Contracting Offices in New York, Philadelphia, Chicago, San Francisco and other principal cities 


United States Steel Export Company, New York 


SEE THE UNITED STATES STEEL HOUR. It’s a full-hour TV prograrn presented every other week by United 


States Steel. Consult your local newspaper for time and station. 


AMERICAN BRIDGE 














MORE WORK... FASTER! 


WITH ERIE STRAYER 
HOOK-ON CLAMSHELLS 














CHECK these exclusive features: 


\/ EASY HOOK-ON—no changeover problem. Versatile. 


\/ COMPACT, RUGGED DESIGN—longer, 
tougher service. 


\/ LIMITED HEADROOM REQUIREMENT— 
made for tight spots. 


\/ ALWAYS UNDER PERFECT CONTROL— 
eliminates shock. 


V/ Ye TO 10 YARD CAPACITY—models to 
suit your needs. 


THE FAMOUS STRAYER ELECTRIC BUCKET 
ALSO AVAILABLE FOR AC OR DC OPERATION 





For Catalogs and General Information, Write: 


ERIE STRAYER Co. 


GEIST ROAD . ERIE, PENNSYLVANIA 
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equipment used in blowing both shell 
cores and shell molds is similar to 
that used in dumping practices. Com- 
plete closures are required, however, 
so that for all practical purposes one 
designs equipment as a blower box. 
Considering heat capacity, heat con- 
ductivity, resistance to erosion dur- 
ing blowing, abrasion resistance, ma- 
chinability, pattern life, warp-free 
tendencies and cost, the most ideal 
pattern material is a _ tight-grained 
gray iron. Steel, malleable and hard 
bronzes are good substitutes. Depend- 
ing on the required dimensional ac- 
curacies of the casting, the pattern 
can be completely machined or more 
simply cast and bench finished. 
Design of a shell blower box is 
similar to conventional core blower 
boxes in that venting and blow ports 
must be provided. Properly coated 
shell mixtures have high blowability 
and can be blown around corners and 
farther than oil-sand mixes. There- 
fore, lower blow pressures, fewer 
vents and fewer blow holes are re- 
quired. By proper design and appli- 
cation of these three factors, very 
complex shapes can be blown. In 
many instances few or no inserted 
vents need be used, employing only 
the box parting for venting. Proper 
positioning of a vent will permit the 
filling to the proper density of re- 
mote corners and crevices of the box. 


Slotted Vents Aid Operation 


We have found that a slotted type 
vent with a slot opening of 0.010 to 
0.015 in. will permit the escape of a 
small quantity of sand during each 
blow. This sudden surge of sand 
through the vent tends to purge the 
opening of entrapped particles, per- 
mitting subsequent complete blows. 
Improper or too frequent use of re- 
lease agents tend to block the vents. 

Stripping usually demands a push 
pin to free the shell from the pat- 
tern. Shape of the backup plate—the 
section of the pattern equipment 
which reproduces the exterior of the 
mold—will determine the thickness 
of the shell mold. It may, therefore, 
be provided with more draft than the 
pattern plate. Consequently, the back- 
up plate will strip free of the shell 
without the need for strip pins. Gen- 
erally, only the pattern plate will re- 
quire strip pins; sometimes by proper 
design these can be eliminated. When 
cores are not symmetrical, they will 
remain in a preferred section of the 
box on opening. Again by design, this 
portion may or may not require pins. 
If the interior of a hollow core is 
formed by a section of the corebox, 
which we will call a mandrel, strip- 
ping is accomplished by opening the 
box, the core being held stationary 
by the mandrel and finally lifting off 
it. Complex shapes can be blown and 
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Write for free illustrated Engi- 
neering Bulletin No. 17 giving 
detailed information about the 
complete line of Core and Mold 
Washes, made by The United 
States Graphite Company. 
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Quick facts for foundrymen... 


MEXADIP 


stays in suspension! r 
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* MEXADIP STAYS IN SUSPENSION. From full 
tank to the last drop MEXADIP stays 10 
suspension at the same desired Baume. Let A PRo 
it stand over the week end, it will be it 
ready to go Monday morning. RAD 


* MEXADIP WILL NOT RUN, BUILD 
UP OR RUB OFF. It applies equally 
well on either green or baked cores. © Pouwn. 























* MEXADIP WILL NOT FERMENT. You will 
not have to dump your wash because of 
hot humid conditions—no pock marks or 
pitted coating surfaces with MEXADIP. 


* MEXADIP IS DEPENDABLE AT ANY BAUME. Ir is applied 
daily to cores for thousands of tons of castings over a 
range of 10-40 degrees Baume. 


* MEXADIP REQUIRES NO LONG PASTE” MIXING. No waiting period 
is necessary. Just add the powder to water and after a few minutes of 
stirring it is ready to go. 
IMPROVE CASTING APPEARANCE AND SAVE MAN HOURS IN THE CLEANING 
ROOM. If you have a problem with core wash, MEXADIP will solve it. Ask us to 
arrange a test today. 


FES, reg soa ’ a4 SP 
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suysley PERMANENT RECORDS 


OF SAND MOISTURE 











/ : \ 
4 There’s a model for either \ 
1 circular or strip chart ] 
reconding. 





No other single factor causes more variation in molding condi- 
tions and casting quality than fluctuations in the moisture 
content of molding sands. 


The MOIST RECORDER tests and records the moisture 
content of sand in bin, hopper or on a moving conveyor. 
It doesn’t miss a batch. 





3 A continuous record gives your foundry an exact basis 
for correlating moisture variations with casting results. Fs 


Signal lights automatically indicate if sand is running 
@ above or below the desired moisture content. Audible : 
alarms may be employed if desired. = ) 


The DIETERT-DETROIT MOIST RECORDER utilizes ‘x. “4 ’ cieeemeen 
5 the proven, reliable high frequency capacitance Nise 

method of moisture measurement. The unit is 

self-contained, compact, easily installed 





So confident are we that you will be completely 
satisfied with the benefits obtained, that we offer 
the MOIST RECORDER on a 30-day trial basis, 
without obligation. 





HARRY W HARRY W. DIETERT COMPANY 
9330 Roselawn, Detroit 4, Michigan 


| 

| 

Rush me details on the Moist Recorder and your 30-day trial offer. | 

co ! 
Name 

: | 

| 

| 

| 

| 








Control aed = 


Address__— ene 


EQUIPMENT #—— Shite 
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may require multiple part boxes. 
Proper design will enable one to op- 
erate the box automatically so that 
the operator need only remove the 
shell. Trouble-free operation is de- 
termined by design and surface fin- 
ish of the pattern boxes. Some shell 
blowers are available which can han- 
dle boxes with either vertical or 
horizontal partings. Blowing will be 
accomplished either at the box part- 
ing or through the box section, 
thereby extending the adaptability 
of blowing shell cores and molds. 


Hollow Shell Cores—Hollow shell 
cores have the advantages of mate- 
rial savings, high permeability and 
ease of shakeout. If this core hollow- 
ness or interior surface can be re- 
produced by a pattern part, several 
other advantages are apparent. Like 
a shell mold, thickness of the core 
wall is under control—thick or thin 
as required, minimizing the use of 
coated sand. Also, both the inside of 
the core and its exterior surface are 
cured simultaneously. This shortens 
the cycle and increases production. 
Since curing will be completed while 
the core is in contact with a rigid 
corebox, no slump or peel back is 
possible. Use of a mandrel permits 
the stripping of a core from the box 
parts without strip pins. The core 
surface will then be unmarred by pin 
head impressions. In many instances, 
venting can be completely contained 
in the mandrel, resulting in a core 
surface free of vent imperfections. 


Certain core shapes are not read- 
ily mandrelled. If these shapes must 
be hollow, the alternative procedure 
is to manipulate the box and gravity 
dump out the unbonded coated sand 
after a proper dwell period. Again, 
depending on the shape and design, 
the unbonded sand can be removed 
by application of a vacuum to the 
box. Low pressure is desirable to 
minimize the cutting action of rapid- 
ly moving air. At the moment the 
unbonded sand is removed, the core 
is incompletely cured, and care 
should be exercised to prevent peel- 
back or fall away of the core. Dis- 
advantages of these procedures are 
that partially used coated sand must 
be returned to the system and a 
much larger volume of sand must be 
blown into the box. In the latter case 
a less dense core usually results and 
the cycle is prolonged. 

Pattern equipment maintained at 
the operation temperature, usually 
350 to 500° F, will begin to cure the 
blown shell cores or shell molds im- 
mediately. A distinct advantage is 
realized if these temperatures are 
high and the shell thickness is an 
average %4-in. Curing from both 
sides simultaneously, by conducted 
heat, requires that a machine per- 
form rapidly. Patterns can be heated 
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Just a few cents per ton is all it will cost you. 
Yet the BIG profits which Famous Cornell Cupola 


ee” - Flux hold for you far exceed the negligible cost. First, Anas, hy 
cleaner. Second, your scrap losses will be less. Third, you’ll Damous Cornell 


get greater tensiles. Fourth, your castings will be easier to ma- 


chine. Fifth, the increased lining life both in cupola and ladles alone Aluminum wwnd 


will more than pay for the cost of using Famous Cornell Cupola Flux. 


Experienced foundrymen like to use Famous Cornell Cupola Flux Brass Dlux. 













because it comes in scored brick form. One brick tossed into the ss 

cupola with each ton charge of iron does the trick. It’s that simple Write for 

and that effective! If you haven’t enjoyed the benefits of this remark- 

able cupola flux, call us today. Or write for free Bulletin 46-B. Bulletin 46-H, 





1026-40 MAIN AVENUE, N.W. ¢ CLEVELAND 13, OHIO 


Manufacturers of Iron, Semi-Steel, Malleable, Brass, 
Bronze, Aluminum and Ladle Fluxes—Sinee 1918 


Me CLEVELAND FLUX Gompany LS 
| «KE 


Trade Mark Registered 

















Make 


high-strength 
aluminum castings 


without heat treatment! 


Foundries without heat treating facilities are producing high- 
strength aluminum castings with Federated’s Tenzaloy. Me- 
chanical properties are equivalent or superior to the common 
heat-treated alloys, and impact strength is greater. 


Tenzaloy, a product of Federated research, is a self-aging 
alloy of the aluminum-zinc-magnesium type. It reaches full 
strength after a few days aging at room temperature. No 
special casting precautions or facilities are required. 


Tenzaloy castings have excellent machinability. They can 
be anodized to a superior white color. Tenzaloy is one of the 
few casting alloys that can be brazed at high temperature. 
It has corrosion resistance equal to or better than the aluminum- 
silicon alloys. 


If your heat treating facilities are inadequate or too costly, 
or if you are paying for outside work, or if you are casting 
large and complex aluminum shapes which cannot be con- 
veniently heat treated, call Federated for more information on 
modern Tenzaloy. Any of our 13 plants and 23 sales offices 
across the country is ready to help. 


hous 


DIVISION OF AMERICAN SMELTING AND REFINING COMPANY eld. @ 
120 BROADWAY, NEW YORK 5, N. Y. 
IN CANADA: FEDERATED METALS CANADA, LTD., TORONTO AND MONTREAL 


Aluminum, Anodes, Babbitts, Bross, Bronze, Die Casting Metals, Lead and Lead Products, Magnesium, Solders, Type Metals, Zinc Quo? 
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by one or a combination of several 
conventional methods—electric resist- 
ance heaters, low-frequency induction 
coils, electric radiant heaters, direct 
fired gas flames, gas radiant heaters, 
and gas fired ovens. The most ver- 
satile method is electric resistance 
heaters. These heaters can be placed 
either on the surface of the pattern 
equipment or immersed in the pat- 
tern equipment. Immersion is most 
economical due to increased heater 
efficiency. 

A heating element immersed in a 
good heat conductor will have pro- 
longed life. For simple and complete 
immersion, a cylindrical or cartridge 
type element should be_ selected. 
These are available in various di- 
ameters, lengths and watt densities, 
permitting the positioning of ele- 
ments throughout the pattern with a 
minimum temperature gradient on 
the pattern face. Pattern projections 
or cavities can be compensated for 
in design of heater layout. 

Induction heating at 60 cycles, 115 
volts has been used successfully. Its 
use best fits a symmetrical box 
where the necessary, somewhat bulky 
external coils do not impair box per- 
formance. The other means of sup- 
plying heat to the box are external 
and do not provide for projections 
or cavities inside the box. These in- 
efficiencies and disadvantages are 
somewhat counterbalanced, however, 
by their economy if time is not a 
controlling economy factor. 

Controls Are Conventional—Meth- 
ods of temperature control are iden- 
tical with conventional furnace or 
oven controls. One additional advan- 
tage of electric resistance heaters is 
the ability to sectionalize control of 
the pattern equipment. Use of im- 
mersion thermoswitches, properly po- 
sitioned, will determine the heat de- 
mand in a box section more or less 
independent of other control points. 
If the box design is symmetrical and 
simple, proportional timers, rheostats 
or variable transformers can be used 
if a steady operation can be main- 
tained. 

When designing the box heating 
system, consider these factors: 1. 
Heat distribution and temperature 
gradients inherent in the system. 2. 
Temperature gradients produced by 
heat loss during blowing. 3. Time of 
recovery to operation temperature. 
4. Initial warm-up time. These con- 
ditions seem best served by electric 
resistance cartridge type heating ele- 
ments. 

Coated sand can be blown in most 
cases at air pressures of 30 to 50 
psi. Conventional blowers have most 
of the necessary components to make 
shell molds and cores. However, spe- 
cial conditions to be met are best 
handled by a machine designed to 
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“And we depend on Cities Service Core Oil,’ con- 
tinues this well-known foundryman at Kimball 
Brothers Company. 


If you operate a foundry, there's a chance you've he ard of 
Nick Odorisio. Now with Kimball Brothers Company of 
Council Bluffs, lowa, Nick has devoted the last 45 years to 
the foundry business, guiding many a mid-west foundry to 
smoother operation. 

“Here at Kimball Brothers,” says Nick, 
less room for error than in almost any other foundry opera 
tion... for we make freight and passenger elevators ranging 
up to 30,000 pounds capacity, and people’s lives literally 
hang on the quality of our castings. 

“Naturally, that requires perfect cores and perfect core 
oil . . . and that’s why we rely on Cities Service Delco #36. 
I've been in the foundry business since I was 15 years old 
and tested a lot of core oil, but Cities Service Delco #56 
gives more trouble-free performance than any other oil I've 
ever seen. The oil is uniform, prevents trouble with gas 
which could produce flaws, and allows practically no break- 
age of cores. I'd never hesitate to recommend Delco #36.” 

For more information about this unique core oil which 
Mr. Odorisio praises so highly, talk with a Cities Service 
Lubrication Engineer. Or write: Cities Service Oil Company, 


20 North Wacker Drive, Chicago 6, Illinois. 


“there’s prob: tbly 
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Getting to the Core of the Situ- 
ation. Kimball Brothers makes 
cores for elevator castings rang- 
ing from a few ounces to 1500 
pounds, But there’s almost 
never any breakage or flaws, 
thanks to Cities Service Delco 
#36 Core Oil 


For more information, use Reader Service Card, page 187 


Complicated Casting Made 
Without Complications is cis 
played by Assistant Foreman 
Richard Flowers. Like Nick 
Odorisio, he combines expert 
knowledge with extreme pride 
of craftsmanship and Kimball 
Brothers’ castings reflect it. 
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I RAN i oe 


offers many 


advan tages 


For up and over handling this new American MonoRail Crane offers you the 
following advantages: 


up to 10 ton capacity 

meets low headroom conditions 
extra store room 

carrier service beyond craneway 
fingertip control from floor 

all movement power operated 
low maintenance cost 


These are but a few reasons why you should call an experienced MonoRail 
engineer to help you with your handling problems. 


~ q) “Up-and-Over"’ 1s the title of our 16 
. mm sound film showsig how MonoRail 

solves many tough,dfandling problems at 

low cost Please allow-us three weeks to 


A schedule a showing for you 
OVERHEAD << | = | & COMPANY 
HANDLING eS éy? pitas Kos . 


EQUIPMENT Membér of 
13104 ATHENS AVENUE ¢@ CLEVELAND 7, OHIO Materials Handling Institute-MonoRail Association 
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accommodate such factors as: 1. Hot 
pattern equipment. 2. Automatic box 
part manipulations. 3. Controlled 
high-volume, low-pressure air re- 
quirements. 4. Speed in automatic 
cycling. 5. A free-flowing sand in 
charging a magazine and in subse- 
quent blowing. 6. Speed control of 
the various operations to arrive at 
the proper cycle. 7. Flexibility in 
handling a variety of box sizes. 8. 
Flexibility in blowing with boxes 
parted both horizontally and verti- 
cally. 9. Flexibility in the produc- 
tion of either shell cores or shell 
molds. 10. Heavy-duty yet compact 
blowing equipment. 

Either Direction—It is relatively 
unimportant whether the sand is 





Fig. 5—Anode and a shell mold 
of type in which it was cast 


blown into the box from the top or 
the bottom. If blown from the top, 
gravity helps to fill the box; also the 
magazine and hopper are in a gravity 
filling position. By designing the 
magazine movable, a variety of box 
heights can be readily accommodated. 
It is feasible to blow the box from 
the side if conditions warrant. Since 
a machine is required to perform two 
distinct functions—filling a box and 
emptying a box—at least a two-sta- 
tion machine is indicated. With rap- 
idly curing resins available and the 
maintenance of the box at high tem- 
peratures, a _two-station machine 
blowing at one station and stripping 
at the other station should be em- 
ployed. 

With boxes operating at 450° F, a 
shell section %-in. thick and cured 
by conducted heat from both sur- 
faces is ready to be stripped in 10 
to 15 seconds. In addition, the shell 
has to be removed, the box blown 
free of adhering sand at the parting 
and coated with a release agent from 
time to time depending on the com- 
plexity of the box. While a shell mold 
or core is being removed and the 
box conditioned, a second box can 
be blown and curing started. By a 
simple adjustment of the box op- 
erating temperature and control of 
the speed of operation of the com- 
ponent machine parts, the second box 
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"What'sa matter with you guys— cant you 
make aluminum castings that don’t leak?” 


Big ‘‘leakers’’ from little pin-holes come. 

» How to overcome micro and pinhole porosity ? 

You’ll find the answer in a helpful, 4-page article which 
tells your shop personnel how to prevent porosity as well as how 
to find the cause of the trouble. 

Copies of ‘Producing Leak-Proof Aluminum Castings” 
are available without obligation . . . write to our Metallurgical 
Department. 

This is only one of the research and service facilities 
offered to industry by our company. In addition to controlling 
our quality with the most modern techniques known, our 
Metallurgical staff is always at your service..They will be glad 
to consult with you on any problems related to non-ferrous 
metals. We can also develop and produce special alloys for any 
special requirements you may have. 


“Better Alloys for Better Castings Through Creative Metallurgy’ 


The George Sall Metals Co., Inc. 


2306 EAST BUTLER 
PRODUCERS OF: 


For more information, use Reader Service Card, page 187 


STREET — PHILADELPHIA 37, PA. 


Aluminum, Brass and Bronze and Zinc Alloy Ingot; Hardeners, 
Z-shot and bar for Zamak production; Salloy; Special Alloys 
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will be ready for stripping when the 
first box is ready for blowing. In 
this fashion a two-station machine 
takes full advantage of the require- 
ments of the process, simultaneously 
requiring the steady attention of an 
operator. 

In porting sand from the maga- 
zine to the box, we employ a so- 
called nozzle consisting simply of a 
steel tube or steel block with holes 
drilled through it. These nozzles are 
positioned on the blow plate to pro- 
vide blown sand to the proper posi- 
tion when engaged by the box. It 
is not necessary that the nozzle pene- 
trate the box; rather, a horizontal 
seating is desirable to minimize the 
need for accurate nozzle alignment. 

Transmission of heat to the nozzles 
is minimized by an insulating gas- 
ket of silicone-bonded glass fiber 
laminate on the end of the nozzle. 
The nozzle ID is determined by the 
sand requirements in blowing. Free- 
flowing coated sand can be blown at 
30 psi through a yy-in. ID nozzle, and 
will bridge over on the completion of 
the blow so that upon exhausting the 
magazine, the nozzle will not leak. 
If a larger nozzle ID is required, it 
is necessary to add a small amount 
of kerosene to the mix to impart 
green strength. For example, a %- 
in. ID nozzle requires about 0.25 
per cent kerosene to produce about 
0.25 psi green strength in a 3 per 
cent resin-coated sand of 100 AFS 
fineness. Further, a ;;-in. ID nozzle 
wiil adequately move %-lb of coated 
sand at 30 to 40 psi and densely fill 
a perpendicular, circular area within 
a radius of 4 in. We have blown 
sand around several right angle turns 
for a total distance of approximately 
11 in. under these conditions. This 
merely indicates the high blowabil- 


ity of this material and the ability 
to fill isolated box positions. 

Fast Cycle—In comparing blowing 
of shell molds versus the more con- 
ventional dumping procedure, it is 
apparent that blowing into a com- 
plete closure will produce a faster 
cycle. In addition, one has the op- 
portunity to contour the external 
shape of the mold. This shape can 
be designed to accommodate mold 
clamping fixtures or conventional 
foundry weights resting upon pre- 
determined, accurately reproduced 
cope pressure points. The drag pres- 
sure points can be positioned so that 
the mold can be placed on a con- 
ventional flat conveyor pallet bottom 
board or on the foundry floor. In 
this fashion, the need for pasting, 
bolts, fasteners, clamps and shot is 
eliminated. 

A properly designed backup plate 
also should provide for proper shell 
mold thickness consistent with the 
casting thickness at any point in the 
mold. Minimium coated sand will 
then be used and always in the same 
quantity, making costing more ac- 
curate. The high projections on the 
pattern can be surrounded by a pre- 
determined thickness of sand to be 
cured from both surfaces. 

Similar conditions exist in the 
blowing of cheek sections for stack 
molding. Since all surfaces of the 
mold can be determined, a check sec- 
tion which is a complete mold can 
be produced. These cheeks can be 
stacked to convenient heights for 
pouring. Again, pasting and accessory 
bonding are not necessary if posi- 
tive clamping or proper weights are 
employed. In a rigid shell mold, small 
cavities can be placed very close to- 
gether, and with minimum thickness 
of a cheek an extremely dense mold 
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Gadget for Measuring Cupola Bed 
Height Protects Operator from Heat 


CHECKING proper cupola bed height is an im- 
portant job of the cupola operator. It is a hot one, 
too, with some danger of his getting burned. The 


of the cupola. 


device described here measures bed height accu- 
rately and keeps the operator away from the heat 


Nicknamed the “fish pole’ the gadget consists 
of a flat metal plate which is lowered down the 
center of the cupola at the end of a chain. The 
chain passes through 14-in. metal conduit mounted 
in a wooden framework which also contains a reel 
for raising and lowering the chain. A piece of cop- 
per wire wrapped around the chain serves as a 


package is produced. 

Permanent Mold  Liners—Again 
due to the ability to control all sur- 
faces of the shell, another unique 
application is possible—permanent 
mold liners. In instances of high per- 
manent mold cost and short life, an 
expendable shell mold liner can be 
inserted to protect the metal mold 
face. 

The permanent mold then _ be- 
comes a complete shell mold backing 
device of practically unlimited life. 
The shell molds can be made very 
thin, say %-in., so that some of the 
desirable permanent mold casting 
physical properties can _ still be 
achieved. Shell liners are being used 
in the production of both static and 
centrifugal castings. Several notable 
examples are automotive brake 
drums, cast iron pipe, ingots and 
anodes. 

Blowing of shell cores is a natural 
application. Due to the numerous ad- 
vantages which result in an economic 
saving, a sharp pencil is required 
to determine the dividing line be- 
tween shell core and oil bonded core 
applications. If cores are to be pro- 
duced in large quantities, the possi- 
bility of shell blowing should be 
thoroughly investigated. 

Cores of considerable bulk and 
heavy section can be reduced in 
weight in some cases as much as 75 
per cent. On the basis of material 
savings alone, shell cores could then 
represent a savings. A hollow shell 
core even if produced in a fine sand, 
can have better overall permeability 
than a conventional core plus an 
overall lower quantity of gas-produc- 
ing ingredients. Many casting users 
can take advantage of a smoother 
cored surface and the accompanying 
greater accuracies. 
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1 teased nat plate is lowered into the cupola 
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I conourt FURNACE CHAIN +| 4 , : Do you have any tricks of the trade tucked away 
> OUI ' 
: L~* METAL CRANK PINNED TO REEL with your foundry experience? Why not release 


them to fellow foundrymen? FOUNDRY will pay a 
minimum of $15 for each idea submitted and pub- 
lished. Send a photo or drawing with you idea 


PLYWOOD SUPPORT KEEPS 
THIS PIPE SQUARE WHEN 
PLACED AGAINST CUPOLA SHELL 


i 10" DIAM FLAT PLATE 
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Interested in 
REAL PRODUCTION 


in Shell Molding 
or Shell Sand 
Preparation? 









THE COLD PROCESS 
SHELL SPEEDMULLOR 





THE NEW AUTOMATIC 
THREE-PATTERN ROTARY FORMATIC UNIT 













Regardless of your requirements for shell molding or shell sand ileal 
preparation, there’s a machine in B & P’s complete line en- 

gineered to your needs. There are one, two, three and four- 

pattern rotary Formatic units. Now, you can start operation with 
the simplest real production installation and provide progressive A 
increases in production by adding more pattern stations. eee. 





There are the hot-process and cold-process Shell Sand Speed- 
mullors. The amazing new cold process unit produces free- 
flowing, non-clumping resin-coated sand in one fifth the time 
required by any other equipment. The Shell Sand Mulbaro, 
offering many of the advantages of the Shell Sand SpeedmuI- 
lors, is available for those plants where sand requirements are 


smaller. 









Ug the reader service card 








ingerted in this publication to obtain your copy of B & P’s ora 


nd 7 BEARDS 
: Shell equipment catalog. LEY PIPER Gy 
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‘HE WORLD’S LARGEST EXCLUSIVE MANUFACTURER OF FOUNDRY MACHINERY 


Few small jobbing foundries can afford to pass up the ad- 
vantages of core blowing. Especially, now, that there is a 
small blower designed with full flexibility for all their needs. 
It’s the new CB5C .. . the core blower designed with the small 
foundry in mind. 


The CB5C quick change blow plate allows plate changes in 
seconds. .. means more core boxes can be handled. The new 
push button control automatically sequences the entire opera- 
tion — there is no chance for error — just push a button and 
the job is done. An easily removable table clamp provides 





THE WORLD’S LARGEST EXCLUSIVE MANUFACTURER OF FOUNDRY MACHINERY 





THE CB5C FLEXIBLO 


anew concept in bench core blowers 

















even more flexibility — all types of boxes may be handled on 
the new CBSC. Its capacity is 4/2 pounds per blow. 


At the Letz Manufacturing Company of Crown Point, Indiana, 
they’ve found the new CB5CD (the Letz machine is the full 
two-inch draw model) invaluable in handling a very wide 
range of small cores. Their new CB5CD, with an older B & P 
Champion CB 10, handles a very large portion of their small- 
core production. They have eliminated many of their core 
room production problems and their experience has shown 
that their blown cores are truer and more uniform. You can 
double or triple your production too — investigate now! Use 
the reader service card in this publication to request more 
information on the new CB5C or CB5CD (two inch draw 
model). 
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NDUSTRIAL Heating Equipment 

Association, Washington, reports 
that orders for industrial furnaces 
for January totaled $10,244,066, a 
106 per cent increase over $4,973,088, 
for January, 1955. January orders 
for induction and dielectric heating 
equipment of $1,221,339 compare with 
$1,031,104 a year ago, up 19 per cent. 


Woodward Iron Co., Birmingham, 
plans to spend $8,700,000 on expan- 
sion of its facilities in 1956. The ex- 
pansion will include construction of 
a sintering plant; rehabilitation and 
development of Longview Lime Corp. 
properties at Saginaw, Ala.; exten- 
sion of development of the Mulga 
coal mine; and replacement of power 
generating equipment. The company 
also is considering development of 
its iron ore reserves in the Wildwood, 
Ala., area. 


Shallway Corp., Connellsville, Pa., 
has established a shell molding re- 
search and development center in 
that city. It will be “a clearinghouse 
for the exchange of technical in- 
formation relating to shell molding 
pattern and corebox design.” Wil- 
liam J. White, general manager of 
Shallway, will supervise operation of 
the center. 


Stillman White Foundry Co., Prov- 
idence, R. I., is celebrating its 100th 
anniversary this year. The oldest 
existing nonferrous foundry in Rhode 
Island, if not in New England, Still- 
man White produces bronze and alu- 
minum castings for widely diversi- 
fied industries. 


W. H. Winterborne & Sons Engi- 
neering Works, 321 Austin, San An- 
tonio, Tex., suffered fire loss esti- 
mated at $50,000 on Feb. 18. Owners 
of the foundry stated that the plant 
would be rebuilt and back in opera- 
tion within 60 days. 


Foundry Equipment Ltd., Leighton 
Buzzard, Bedfordshire, England, has 
taken over the manufacture, sale and 
servicing of the Magnetic molding 
machines previously manufactured 
by British Insulated Callender’s Ca- 
bles Ltd., London. 


General Refractories Co., Philadel- 
phia, is planning to build a plant at 
Smithville, Ont., by its subsidiary, 








General Refractories Co. of Canada. 
The plant will be located on the Ni- 
agara Peninsula, 20 miles from Ham- 
ilton. Construction will begin this 
spring. 


William F. Jobbins Inc., Aurora, 
Ill., aluminum smelter, has been sold 
by Acme Aluminum Alloys Inc., Day- 
ton, O., to a group headed by the 
present management. It consists of 
C. V. Cooper, president; R. K. Arun- 
dale, vice president; and J. J. Stumm, 
secretary-treasurer. These officers 
will continue to operate in the same 
capacities. Jobbins Inc. has smelt- 
ed aluminum for 50 years and pro- 
duces both primary and secondary 
metal. 


Consolidated Brass Co. has moved 
from Detroit to Charlotte, N. C., 
where it occupies a modern, one- 
story plant including new _ equip- 
ment at 2019 North Tryon St. The 
company will continue its line of 
such products as water gages, pop 
safety valves, brass plumbing goods, 
ground key cocks and other items. 
Consolidated had been located in De- 
troit for 55 years. 


Foote Mineral Co., Philadelphia, 
plans to purchase Electro Manga- 
nese Corp., Knoxville, Tenn., and op- 
erate it as a division. Electro report- 
edly is the largest producer of pure 
manganese in the world. 


Industrial Truck Division, Clark 
Equipment Co., Battle Creek, Mich., 
has appointed two firms to sell and 
service its line of fork trucks, strad- 
dle carriers and powered hand trucks. 


Lifton Inc., 10521 Pearmain St., Oak- 
land, Calif., will serve seven coun- 
ties and part of an eighth in north- 
ern California. West Industrial Equip- 
ment Inc., South Military Highway, 
Norfolk, Va., will serve ten counties 
each in Virginia and North Carolina. 


Acheson Industries Inc., New York, 
will construct the first colloidal 
graphite manufacturing plant in the 
Netherlands, near the harbor of 
Eexta, Borough of Scheemda, at an 
estimated cost of $135,000. The 
Scheemda unit will have sufficient 
capacity to satisfy all Continental 
requirements. 


J. B. Ehrsam & Sons Mfg. Co., En- 
terprise, Kans., has purchased Morse 
& Koob Inc., a Wichita, Kans., found- 
ry, and has begun operations as 
Ehrsam Wichita Foundry Inc. No 
changes in personnel are anticipated. 
Ehrsam Mfg. has been in the found- 
ry field for 82 years. 


Simplicity Engineering Co., Dur- 
and, Mich., has completed plans for a 
plant expansion of 50,000 sq ft, 50 
per cent of its present floor space. 
Construction will begin as soon as 
weather permits, and the building is 
expected to be finished some time 
this summer. 


Dow Chemical Co., Midland, Mich., 
has opened an office at 400 Market 
St., Camden, N. J., which replaces 
its former Philadelphia office. 


Abrasive & Metal Products Co., 
Detroit, has acquired its fourth sub- 
sidiary, Sta-Warm Electric Co., Ra- 
venna, O., manufacturer of electrical- 
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MORE TRACTOR-SHOVELS: Frank G. Hough Co., Libertyville, Ill., is 
adding 55,000 sq ft to its plant, bringing its floor space to a total 
of 368,000 sq ft. The addition will give the plant 32 times as much 
area as it originally occupied when it was moved to Libertyville from Chi- 
cago in 1942. Completion of the new facilities is expected this year 
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SPOMATIC, daddy? 













“A SPOMATIC, son, is a big machine. It makes sand 
molds...just like you’re doing. But it makes hundreds in an 

hour. And it does it all day long...all automatically. Another 
fellow and I run one at the foundry. It’s easy! 

“Actually, it is more than just a machine. It’s a whole new 

system in itself. This one machine...this SPOMATIC...does more 
work in one day than a dozen ordinary machines. That’s why my 
boss says it is the biggest money-maker in the business. 

“Try to beat the SPOMATIC’s performance if you want to, son, 
but remember... there isn’t a foundry molding machine 


in the world that can!’’ 


SPO INCORPORATED 


6449 GRAND DIVISION AVENUE 
CLEVELAND 25, OHIO 









Write For Bulletin "MM 
For Details 






























°DIE CAST POTS 
°MELTING POTS 
eINGOT MOLDS 








... DESIGNED 
BY 
FOUNDRYMEN 


FOR FOUNDRYMEN! 


L 


Melting non-ferrous metals? You'll save with 
Acme melting pots and ingot molds. They 
require less frequent replacement because 
they’re cast from a special iron formula that 
combines strength with the ability to with- 
stand high temperatures. They improve pro- 
duction, too, because they’re designed for 
even distribution of heat without hot spots. 
More than 30 years’ experience in this field 
is your assurance of high quality in Acme 
melting pots and ingot molds . . . designed 
by foundrymen, for foundrymen. 


Quick delivery anywhere in the United States. 
Write for size list showing 40 standard sizes. 


CHKCE FOUNDRY CO. 


| 2502 22nd St. ¢ DETROIT 16, MICH. e¢ Phone TAshmoo 5-2404 





ly heated equipment. Other subsid- 
iaries include Motors Metal Division 
and Peninsular Grinding Wheel Di- 
vision, both of Detroit, and Sterling 
Grinding Wheel Co., Tiffin, O. 


Massey-Harris-Ferguson Inc., Ra- 
cine, Wis., has established an In- 
dustrial Division to market a full line 
of light and medium-duty industrial 
wheel tractors and attachments. B. 
R. Bermann, formerly general service 
manager of Ferguson Division, has 
been named sales manager of the new 
division. 


United States Steel Corp. has 
closed the Joliet, Ill., foundry of its 
subsidiary, American Steel & Wire 
Co. The foundry served the needs of 
other U. S. Steel plants, but those 
needs now are filled by foundries in 
those plants. 


Cerro de Pasco Corp., New York, 
has appointed Buffalo Die Supply 
Corp., 440 Terrace Blvd., Depew, 
N. Y., to distribute its alloys in 38 
counties of western, central and 
northeastern New York and in 13 
counties of Pennsylvania. 


Luria Brothers & Co., Philadelphia, 
dealers in scrap, have opened an of- 
fice in the Royal Bank Bldg., 26 
James St. South, Hamilton, Ont., 
Canada. I. L. Vosko, formerly in the 
Montreal office, has been appointed 
district manager. 


Baker-Raulang Co., Cleveland, has 
appointed W. W. Munroe Co., 728 
Evans Ave., St. Louis, to distribute 
its industrial material handling trucks 
in St. Louis, southern Illinois and 
eastern Missouri. 


Holcroft & Co., Detroit, producer of 
heat treating furnaces, will be repre- 
sented by International Furnace 
Equipment Co. in Great Britain, Aus- 
tralasia and all British colonies and 
dominions except Canada. 


Colonial Metals Co., Columbia, Pa., 
marked its 10th anniversary on Feb. 
1 by dedicating a new control lab- 
oratory staffed by four people. Colo- 
nial smelts about 5 million lb of 
brass and aluminum per month. 


George Sall Metals Co., Philadel- 
phia, has appointed William G. Koles, 
18527 West Eight Mile Rd., Detroit, 
to be its sales engineering represent- 
ative in Michigan. 


Deming H. Lucas, foundry sup- 
plier, has moved to 6809 North Green- 
view Ave., Chicago 26. 
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*plus a complete line of other pneumatic accessories 


On many machines, Schrader Control Sets 
will actually double your production by re- 
placing tedious, time-wasting manual oper- 
ations with swift, safe, sure movement by 
air. In other locations, Schrader Valves, Cyl- 
inders and other Air Line Accessories lift... 
lower... pull... push...clamp... clean off. 
They do many things so easily and quickly 
that you’ll find it hard to believe you did 











Harness air power with Schrader Air Control 


without them before. 

Take a look around your plant—keeping 
in mind where air power could do the job 
better. Then let us help you develop your 
ideas into neat, efficient air line hookups that 
will pay for themselves over and over again 
the first year. For specific information, write 
—or, if you prefer, fill out the convenient 
coupon below. 


LEADERS IN AIR CONTROL SINCE 1844 








REG. U.S. PAT. OFF 
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A. SCHRADER’S SON 


a = 
The complete Schrader line of pneumatic Company ro ‘ SS SS ee 
accessories includes everything you need | re ee . i ee 
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| 
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| 
| Name 
| 
| 
| 
| 


Division of Scovill Manufacturing Company, Incorporated 
465 Vanderbilt Avenue, Brooklyn 38, N. Y., Dept. 1-2 


| am interested in more information on SSS 
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MPORTANCE of keeping corebox 

vents as clean as possible is clear- 
ly illustrated in a test recently con- 
ducted by San-Blo Division of Fed- 
eral Foundry Supply Co. In this test, 
new, clean 40-mesh screen vents were 
compared with used vents of the 
same type taken from coreboxes. The 
latter vents had been blown out and 
brushed and appeared clean. Both 
types of vents were attached to a 
permeability machine used for sand 
testing, and 2000 cc of air at con- 
stant pressure passed through them. 
The new clean vents required only 
0.23 second for passage of the des- 
ignated volume of air while the used 
vents required from 4.98 to 17.7 sec- 
onds—or 20 to 50 times longer. 


Simplifies Process 


FIRING of vitrified grinding wheels 
without use of a sand layer on the 
supporting batt now is possible, ac- 
cording to Electro Refractories & 
Abrasives Corp., Buffalo, which de- 
veloped a new type of refractory sup- 


porting batt or slab. Termed a “sand- 
wich” slab, it is composed of two 
outer layers of either mullite or zir- 
con with a silicon carbide layer in 
the center. This type of construction, 
according to the maker, prevents 
warping even after many firings, and 
the inert facing of the slab eliminates 
sticking. 


Relies on Rigidity 


ONE producer of aluminum-alloy 
permanent-mold castings believes that 
rigidity in molds and equipment are 
important factors in making large 
castings which must meet close tol- 
erances on dimensions and distortion. 
Judgment is backed up by installa- 
tion of machines similar in construc- 
tion to die casting equipment, using 
heavy tie bars with fixed and mov- 
able platens. Platens are equipped 
with t-slots for affixing the heavy 
mold halves in position. Opening and 
closing molds as well as clamping 
are accomplished hydraulically. Mov- 
able halves of molds are equipped 





wave through the metal. 








ULTRASONIC INSPECTION: Despite its size, this alloy steel mandrel manu- 
factured by the Rolls Division, Blaw-Knox Co., Pittsburgh, is being inspected 
internally by electronics for hidden flaws before final machining and 
grinding. Inspection is being made with the unit on the cart at the right. 
The small head being held to the end of the mandrel sends an ultrasonic 


If this wave finds an internal flaw, a wave re- 
flection results which shows on a reading scale on the face of the machine 














By EDWIN BREMER 
Metallurgical Editor 


with ejection pins so that castings 
may be removed without distortion. 


Dust Control 


STUDIES of a number of venti- 
lated shakeouts by the British Cast 
Iron Research Association have de- 
veloped data which can be applied 
to the design of side draft equipment. 
This design is said to provide effec- 
tive control of dust and fume-bear- 
ing air currents with use of a mini- 
mum volume of exhaust air. Informa- 
tion is presented in an article “Dust 
Control at Foundry Knock-outs” by 
W. D. Bamford in the October, 1955 
issue of BCRI Journal of Research 
and Development (Birmingham, Eng- 
land). 


Titanium Casting 


RECENT report indicates that if 
current investigations prove fruitful, 
Symington-Gould Corp., Depew, N. Y., 
may install vacuum melting and proc- 
essing equipment for making tita- 
nium and other superalloy castings. 


Cupola Coke 


DISCUSSING cupola operation, one 
expert points out that when the 
proper amount of coke is charged 
consistently, the iron composition and 
melting rate will be reasonably con- 
stant. Drift in one direction or the 
other indicates too much or not suf- 
ficient coke, while up and down varia- 
tions reflect irregularities in coke 
weights, charge make-up or charging 
procedure. Frequent use of booster 
coke charges shows improper amount 
of coke on regular charges or ir- 
regularities in cupola practice. 


Resists Heat 


SERVICEABILITY of nodular iron 
in elevated temperature applications 
is indicated in a report issued re- 
cently by Simonds Saw & Steel Co., 
Fitchburg, Mass. Applications of the 
material included furnace frames and 
doors on heat treating equipment, 
and pots for holding molten lead for 
heat treating operations. Nodular iron 
doors for furnaces operating at 1800 
to 2100° F lasted four times longer 
than gray iron doors. Lead pots op- 
erating at 1450° F lasted only 3 to 
4 weeks when made of gray iron, but 
nodular iron lasted 13 to 17 weeks. 
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Basic Refractories 
offers field service 
to foundries 


Cupola operators interested in 
adopting a basic practice can get re- 
fractory information and assistance 
from Basic Refractories’ engineers. 
These men know refractory appli- 
cation and are familiar with cupala 
practice. 


CONVERTING FROM ACID TO BASIC CUPOLA OPERATION 
INVOLVES CHANGING ONLY LINING IN MELT ZONE AND WELL 


Replacing the acid lining in these 
two areas involves a comparatively 
simple changeover. And mainte- 
nance is easy after the basic lining 
has been installed. 


Usual procedure is to place an in- 
sulating material or a course of 
fireclay brick next to the cupola 
shell. Then one or two courses of 
basic brick are installed to com- 
plete the permanent lining. 


The height of the melt zone area 
determines the height to which the 
basic brick should extend above the 
tuyere level. This varies in each 
cupola. Usually a basic lining 60 
inches above the tuyere level is ade- 
quate. Insulation next to the shell 
is desirable to avert excessive heat 
loss, since the thermal conductivity 
of magnesite brick is much greater 
than that of fireclay brick. 


When brickwork has been com- 
pleted, a fire is built in the cupola 
to completely remove moisture. 
After the bottom is dropped, brick- 
work should be covered with 2 or 
3 inches of GUNDOL. This forms 
the working surface of the basic 
lining. It should be emplaced by a 
refractory gun specifically designed 
for this purpose. 


Sand can be used to form the bot- 
tom of a basic-lined cupola and is 
usually better than basic materials, 
since it will not “hang up’ when 
the bottom is dropped. 


The slag hole of a rear slagging basic 


REFRACTORIES ENGINEERING AND SUPPLIES LTO 
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cupola is subject to severe chemical 
and mechanical erosion. GUNDOL 
can be used to install the slag hole 
quickly and easily. It is installed by 
either shooting or ramming the re- 
fractory around a pipe or rod the 
diameter of the desired hole. 


With proper operation of the cupola, 
the tap hole of a rear-slagging basic 
lined cupola is almost trouble-free. 
Forming the tap hole with GUN- 
DOL is convenient and saves time, 
since both it and the slag hole can 
be installed while the lining is being 
repaired with the gun. 


J, _MAGNESITE BRICK } 
. 


Basic 
GUN Mix 




















BASIC REFRACTORIES INCORPORATED 


CLEVELAND 15, OHIO 


845 HANNA BUILDING . 





EXCLUSIVE CANADIAN AGENTS 


Maintaining Basic lining is easy 


Replacing brick work is seldom 
necessary if the cupola is properly 
maintained. And with the BRI Gun 
and GUNDOL, maintenance is easy 
and less time consuming. 


GUNDOL, a basic gun refractory 
made by Basic Refractories, Inc., 
is a carefully controlled mixture of 
specially prepared dead burned 
dolomite and hydration resistant 
dead burned magnesite. To this, 
small amounts of chemicals are 
added as bonding agents. 


8 advantages of Basic 
cupola operation 


Basic lining and repair materials 

initially cost more than acid. But 

these costs are offset by the follow- 

ing advantages: 

1. Lower sulphur content in the iron 
produced 

2. Greater carbon pickup 


3. Steel scrap can be substituted for 
high-cost low-phosphorous pig iron 
without lowering the total carbon 
content of the iron produced 


. Lower cost metal charges can be used 
. Less scrap castings 

. Better pouring characteristics of metal 
. Absence of bridging and clean drop 


ON OW bd 


. Higher metal tap temperatures 


GRANULAR BASIC 
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EITH WILLIAMS, 66, vice presi- 
dent and general manager, Pratt 
& Letchworth Division, Buffalo, and 
vice president of the parent com- 


pany, Dayton Malleable Iron Co., 
Dayton, O., died Feb. 15. Active in 
technical organizations, Mr. Wil- 


liams belonged to the Western New 
York Chapter of the American 
Foundrymen’s Society and was a 
former treasurer and director of 
Steel Founders’ Society of America, 
serving on many special committees 
of the latter organization. 


John Cameron, 86, well known 
Scottish iron foundryman, died re- 
cently. Mr. Cameron, until his re- 
tirement in 1945, was managing di- 





JOHN CAMERON 


rector of Cameron & Roberton Ltd., 
located near Glasgow, which his 
father helped found in 1869, and 
Which is now associated with Fed- 
erated Foundries Ltd. In 1917 he 
joined the Institute of British Found- 
rymen, and became its president in 
1925. He was awarded the Oliver 
Stubbs Medal of the institute in 1931 
for his outstanding services. In 1926 
he visited the United States as head 
of a British foundry delegation and 
later participated in foundry con- 
gresses which met in many countries 
in Europe. 


Andrew D. Johnson, 69, former 
president, Muskegon Aluminum 
Foundry Co., Muskegon, Mich., died 
Feb. 20. Mr. Johnson was president 
of the company from 1927 until his 
retirement in 1953. 


James S. McCulley, a retired super- 
intendent of the former National 
Bronze & Aluminum Foundry Co., 


now Alloy Precision Castings Co., 
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Cleveland, died Mar. 7. A native of 
Toronto, Ont., he went to Cleveland 
in 1903 and joined the foundry com- 
pany soon afterward. 


W. M. Reed, 63, founder and chair- 
man of the board, American Air Fil- 
ter Co., Louisville, died Feb. 2. He re- 
tired as president two months ago. 
While operating the former Louis- 
ville Auto Painting & Trim Co., Mr. 
Reed experimented with air filtering 
devices and in 1922 established Reed 
Air Filter Co., forerunner of Ameri- 
can Filter Co. 


Paul J. Froning, 69, for 33 years 
foundry superintendent, New Idea 
Division, Avco Mfg. Corp., Coldwater, 
O., died Feb. 5. Mr. Froning had 
planned to retire in June. Prior to 
joining the company in 1922, he was 
foundry foreman, St. Marys Foundry 
Co., St. Marys, O., and Minster Ma- 
chine Co., Minster, O. 


Gilbert E. Kempka, 28, chief met- 
allurgist, Johnson Motors Division of 
Outboard Marine & Mfg. Co., Wau- 
kegan, Ill., died Mar. 3. A graduate 
of University of Wisconsin, Mr. 
Kempka was an instructor and did 
research work in metals at the uni- 
versity before he became associated 
with the Waukegan firm 


Herbert J. Oeser, 58, superintend- 
ent of the brass foundry, A. P. Smith 
Mfg. Co., East Orange, N. J., died 


Feb. 11. Prior to moving to East 
Orange in 1951, Mr. Oeser was asso- 
ciated with Brown Bros. Foundry 
Inc., Stamford, Conn. 

Edgar A. Yeckley, 71, president, 
Lorain Brass Co., Lorain, O., died 
Mar. 10. Graduated from Pennsyl- 


vania State University in 1906, he 
was associated with various steel 
companies before going to Lorain 38 
years ago. 


Willam H. Bishop, pig iron sales- 
man, American Steel & Wire Division, 
United States Steel Corp., Cleveland, 
died Feb. 11. Mr. Bishop had been 
with the Steel & Wire organization 
for the past 12 years. 


Aibert Christensen, 81, president, 
Christensen & Olsen Foundry Co., 
Chicago, died Feb. 18. He founded 
the company in 1922. 
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There are 96 primary distribution centers in the 
United States—industrial “beehives’’ meeting our 
nation’s production needs—bottomless sources 
of sales potential. 


How do the industries in these areas meet the 
ever-increasing supply demands? With up-to-date, 
time-saving techniques. How do they prepare today for 
the needs of tomorrow? With long-range planning 

and modernization programs. How do they provide 
increased production at lower cost? With equipment 
designed for progress and constructed for endurance. 





Aggressive foundrymen like the manufacturers of 
railroad freight car wheels rely on Herman Molding 
Machines. Production of car wheel molds must be done 
on large equipment—750 Ibs. of cast iron is poured 
into each mold. Yet, Herman Molding Machines are 
turning out one complete mold every minute. 


Herman Molding Machines are built to withstand the 
rigors of the foundry industry and adapt fo its 
changing conditions. 


Write for further information. 








; Be Dare ¢ epnduy’ ted whee ee ek be THE HERMAN PNEUMATIC MACHINE CO., 


UNION BANK BUILDING, PITTSBURGH 22, PA. 
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T THE BEST attended AFS chap- 

ter meeting in Detroit that I can 
remember, our well known fcundry 
friend Jim Smith, who runs Central 
Foundry Division for General Motors, 
sure did himself proud recently when 
he spoke on “To Meet the Challenge.”’ 
He also showed us his brand-new, 
colored, sound-motion picture of the 
same title. 

If the rest of the persons in at- 
tendance got the bang I did from the 
performance, they must have left the 
meeting with jaws squared, shoulders 
thrown back and loins girded to meet 
the challenge of the future with vim 
and vigor. 

After a review of the exciting prog- 
ress Central Foundry Division has 
made to date, including any number 
of developments that seasoned found- 
rymen at first said couldn’t be done, 
Mr. Smith told us of his organiza- 
tion’s plan not only for continuing 
this rate of progress, but to speed it 
up to get ready to meet the greatly 
expanded demand for castings that he 
felt certain the future would bring. 

As a prelude to just what these 
plans were, Mr. Smith explained one 
principal reason for his organization’s 
progress to date—its established cus- 
tom of taking the future seriously 
and doing something about it before 
it was in their laps. To this end, an 
organized method of stimulating sug- 
gestions long has been in effect. 

In this special, future-tackling 
project, however, the department 
heads of all the foundries, including 
managers and other executives, were 
assigned a job. They were to set down 
in black and white what they were 
convinced a continued and accelerated 
rate of progress in their particular 
fields would require. 

After these lists were in at head- 
quarters, the central executive staff, 
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By RALPH L. LEE 





“Size has nothing to do with getting ready for the future. 


Meeting the Challenge 


Within 


his means and his opportunities, everyone can take the same steps” 


in meeting after meeting, analyzed 
each proposal from every angle and 
either rejected or accepted it. These 
siftings, together with contributions 
from the staff members themselves, 
then were drawn up into a plan of 
strategy for attacking the future. 

I had to think, as Mr. Smith un- 
folded this plan, how much a thing of 
the past, jealously guarded “trade 
secrets” have become. I will not even 
try to go into detail on each item as 
it was given to us—in fact, I couldn’t 
if I wanted to, for I couldn’t make 
notes fast enough. 

(For details of Mr. Smith’s paper, 
see the complete text on page 96. 
Mr. Lee’s column was prepared before 
he was aware that the entire paper 
would appear in FOUNDRY.) 


It was a wonderful meeting, and, 
as I said before, it left me with a 
high-voltage enthusiasm, a thrill of 
life along my keel for the future pros- 
pects of the foundry business and a 
determination to do things and go 





. 
Fouuoey 


‘*We haven't found anyone with nerve enough 
to ‘push the button."’ 


places—that is, until I remembered 
who I am. 

Facing the fact that I am president 
of the one-man Lee Hobby Foundry, 
I suddenly had a relapse. I muttered 
to myself, “Yeah, with astronomical 
sums of tons and fewer patterns than 
many a peewee alley shop, it’s all 
very well to talk and plan on a gran- 
diose scale. But what about all of us 
little fellows, who constitute the vast 
majority in this foundry business? 
What about us?” 

Then, after I had reviewed quickly 
the items in Jim Smith’s program, it 
dawned on me that outside of a few, 
there were no brand-new, earth-shak- 
ing innovations in the lot. What 
Central Foundry Division had done 
was to get the heads of the gang 
together, separate the present from 
the future and lay out a plan for 
going farther with what they already 
had used successfully—that is, doing 
more of what had proved good, and 
doing it on a definitely scheduled 
basis. 

I perked up again at the thought 
that the little Lee Hobby Foundry 
can call a jam session of R. Lee, head 
of molding; R. Louis Lee, melter; 
Ralph Lee, pattern engineer; Ralph 
L. Lee, senior shakeout man; and, 
last but far from least, Mother (Mrs. 
Florence M. Lee, executive vice presi- 
dent and chairman of the board) and 
that within our means and oppor- 
tunities, we could take exactly the 
same steps Jim Smith and his crew 
had taken. 

Now that I think of it, size hasn't 
anything to do with getting ready for 
the future. As Boss Kettering always 
is saying, “You better had be inter- 
ested in the future, for you are going 
to be in it.” I’d like to add, with apol- 
ogies to some ancient Chinese seer 
“It is later than we think.” 
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Is your craftsmanship as expert as it should be? 
Is your design skill completely modern? 


Is your production technique up-to-date? 















Can you manufacture a sturdier, more acceptable product? The answers 





to these important ques- 


Are you familiar with the latest foundry developments? tions may well represent 


Are you capable of offering sound suggestions for 
improved plant procedure? 


* 
. 
* 
@ Does your plant operation lead to lower costs . . . higher quality? 
ae 
ie 
o 


important milestones along 
the Success Trail of every 
Progressive Foundryman. 
You can improve your per- 
sonal score by making the 


@ Are you utilizing fully the results of research programs? most of the SEVEN EVENT- 


@ Do you have a wide circle of foundry friends and 
business contacts to consult and discuss" 
your problems? 


FUL DAYS that the AFS Cast- 
ings Congress & Show will 
be in progress 
... Atlantic 
City, May 3-9. 





Every actect of the information-packed, 
diversified program ts designed Lo 


MAKE YOUR PLANS 
AND RESERVATIONS NOW! 


wG 
SW Tt gonr? 


Foundrymen! 
AFS CASTINGS CONGRESS AND SHOW 


Sponsored by American Foundrymen'’s Society 
GOLF & WOLF ROADS, DES PLAINES, ILL. 





@ UPGRADE THE ABILITIES OF EVERY FOUNDRY EMPLOYEE 
@ ADVANCE THE OPERATIONS OF EVERY FOUNDRY COMPANY 


No man can ‘‘make the grade’’ alone. 
There’s success to be had. . . and fun, too 
. . » IN WORKING AND IN LEARNING TO- 
GETHER. Make sure that there’s a place 
for you on the ‘‘FOUNDRY PROGRESS SPE- 
CIAL"’ heading for the 60th AFS Castings 
Congress & Show—Atlantic City, May 3-9. 
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Spectrometer 


will analyze up to 11 elements 
in less than two minutes 


Jarrell-Ash Co., 26 Farwell St., 
Newtonville, Mass. —- Direct-reading 
medium quartz spectrometer will per- 
form analyses for up to 11 constit- 
uents in two minutes or less with re- 
sults indicated on a meter or a re- 
corder. Analysis is simple and 
straightforward with minimum ad- 
justment. Sample is inserted in arc 
stand and selector switches depressed. 
When spark button is actuated the 
integrating capacitors are grounded 
for about five seconds and the spark 
discharge begins. Integration starts 
and continues until the charge on 
the capacitor corresponding to the 
internal standard line reaches a fixed 
value. When integration is complet- 
ed, spark is switched off and each of 
the selected channels is measured on 
a meter or recorder. Readings are 
converted to per cent composition by 
previously made calibrations with 
standard samples of known composi- 
tion. 

For More Details Circle No. 1—Page 187 


Coreblower 

can blow cores that weigh 

as much as 150 Ib each 

Federal Foundry Supply Co., San- 
Blo Division, 4600 East 7ist St., 
Cleveland 5, O.—Coreblower features 
a stationary, automatic-refill sand 
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chamber and is designed for blowing 
cores up to 150 Ib each. Sand 
chamber is located directly under the 
sand hopper and has a shuttle type 
cutoff that automatically opens and 
closes for refilling after each blow. 
Sand chamber will accommodate 32 
x 32 in. coreboxes. Standard equip- 
ment includes motor-driven plows in 
the sand chamber, roller conveyor 
frame for clamping table and single- 
pushbutton, automatic controls. Op- 
tional equipment includes pulsator 
type action for blowing wood core- 
boxes, low-pressure refill for minimiz- 
ing corebox wear and vent plate as- 
sembly. 

For More Details Circle No. 2—Page 187 








Trowelling Resin 


makes smooth pattern fillets 
and tools easily into place 


Marblette Corp., 37-21 Thirtieth 
St., Long Island City 1, N. Y.— 
Epoxy trowelling resin lends itself to 
making of smooth pattern fillets and 
matching and blending of radii. Resin 
can be tooled into place by spread- 
ing it over the pattern and making 
the fillet by use of a waxed, chrome- 
plated spherical ball. Resulting fil- 
lets are said to bond permanently 
without shrinkage and provide excep- 
tional durability. 

For More Details Circle No. 3—Page 187 


Hinged Flask 


features a positive, fast- 
acting, locking mechanism 


Hines Flask Co., 3431 West 140th 
St., Cleveland 11, O.—Straight-wall, 
hinged flask is for hand and mechan- 
ical molding of loose, matchplate or 





cope and drag patterns. Made of 
light-weight metal, flasks maintain 
alignment as they will not warp from 
absorbing moisture. Units are made 
with a positive, fast-acting, self-lock- 
ing mechanism. To insure tightness 
when the flask is closed, only one 
adjustment need be made—drawing 
up the nuts on the locking assembly. 
Flasks are available in lengths and 
widths from 10 to 20 in., in even 
inches, with cope and drag depths 
from 3 in. up, in half-inches. 

For More Details Circle No. 4—Page 187 


Chilled Shot 


available in 10 screened sizes 
annealed to proper hardness 


Cedarville Foundry, P. O. Box 184, 
Cedarville, O.—Company’s plant in 
Cedarville is producing a _ straight 
chilled gray iron shot while another 
subsidiary in Decatur, IIl., is produc- 
ing a malleable chilled shot, annealed 
to proper hardness ranges. Shot is 
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ivailable in ten sizes and is pack- 
aged in double burlap bags contain- 
ing 50 lb of shot. Delivery service 
from Decatur will be provided on or- 
ders of 12 tons or more. 

For More Details Circle No. 5—Page 187 


Belt Conveyor Idler 


can be of greasable type or 
permanently sealed at factory 


Link-Belt Co., 307 North Michigan 
Ave., Chicago 1, Ill—Ball bearing 
belt conveyor idler is available in a 





greasable type with a “one shot” 
lubrication system serving all three 
rolls at once, and a factory sealed 
type that requires no further greas- 
ing. Rolls are made of a smooth, 
uniformly thick outer shell plus a 
heavy-wall steel center tube. Idlers 
can be supplied for seven belt widths 
from 14 to 36 in. 

For More Details Circle No. 6—Page 187 


Selector Switch 


is for providing power to 
multifurnace melting units 


Induetotherm Corp., 412 Illinois 
Ave., Delanco, N. J.—Selector switch 
is for applying power to multifurnace 
high-frequency induction melting in- 
stallations. One selector switch is 
required for each furnace. Switches 
ire mounted in the control panel and 
are water cooled to handle high cur- 
rents. To prevent opening under load, 
they are interlocked with the con- 
trols. 

For More Details Circle No. 7—Page 187 


Cold Cure Binder 


saves time in production 
and baking of sand cores 


Archer - Daniels - Midland Co., 
Foundry Products Division, 2191 


West 110th St., Cleveland 2, O.— 
Thirty per cent less baking time for 
foundry cores is claimed for new cold 
cure type binder. Additional savings 
re realized in reduction of coreroom 
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time as the cores are said to be vir- 
tually self-ramming due to excellent 
flowability. Manufacturer says the 
binder is adaptable to large core 
work as the cores have required 
strength yet collapse easily. Mate- 
rial can be used with nearly all core 
sands. No special measuring or mix- 
ing equipment is required. Cores re- 
sist deformation during baking be- 
cause they cold cure in the corebox. 
Normal wash procedures may be fol- 
lowed without causing any damage 
to the cores. 

For More Details Circle No. 8—Page 187 
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Surface Agent 

reduces foundry processing 

time and improves efficiency 

Johnson-March Corp., 1724 Chest- 
nut St., Philadelphia, Pa.—An anion- 
ic surface active agent can be used 
in foundry processes as a wetting 
agent, rewetting agent, penetrant, 
detergent and emulsifier. Fluid is a 
concentrated sulfonated ester type 
liquid which when mixed with core 
oils provides fast, uniform penetra- 
tion. It can be used, according to 
the manufacturer, as an aqueous so- 





NEWLY DEVELOPED _tech- 
nique for cleaning shell mold cast- 
ings is designed to direct abrasive 
under low pressure over entire 
surface of the casting, remove lit- 
tle or no parent metal, leave no 
pit marks on casting surface and 
prevent warping or _ distortion. 
Heart of the system is a small 
blower powered by an electric mo- 
tor. Attached to the blower is a 
nozzle shaped to direct the air in 
the pattern required by the work. 
Cleaning abrasive is introduced di- 
rectly into the nozzle. It does not 
go through the fan. As blast pres- 
sure is low, there is no compressor, 
no need for high horsepower. 

Designed to clean shell-molded 
camshafts, the unit pictured here 
has four blower units, staggered 
up and down, two on each side of 





Cleaning Method Utilizes Low-Pressure Blast 








the cabinet. One unit cleans the 
top half, a second unit cleans the 
bottcm half of one side. The other 
two units act similarly to clean 
the other side of the casting. Full 
use of abrasive is made by use of 
curved corrugated baffle plates at 
each blower unit. Nozzle openings 
range from circular to rectangular, 
to direct blast accurately. Blast 
direction can be adjusted at any 
angle from horizontal to vertical. 
Same sand used in the shell 
mold can be used effectively as the 
abrasive in addition to standard 
sands, bonding sand, grits (from 
about G-40 and finer), and soft 
abrasives (nutshells, sawdust, or 
rice hulls). The unit is made by 
W. W. Sly Mfg. Co., 4702 Train 
Ave., Cleveland 2, O. 
For More Details Circle No. 31—Page 187 




















lution in water systems to improve 
mulling time and efficiency. In slurry 
systems, the agent is said to give 
superior mixing and penetration with 
the least amount of water. Mate- 
rial is supplied in 55 gal drums. 

For More Details Circle No. 9—Page 187 


Core Vents 


for CO, use are slotted to 
reduce frequency of cleaning 


Carver Foundry Products Co., 1060 
Hershey Ave., Muscatine, lowa 
Core vents contain slots that diverge 
toward the underface to prevent fine 
particles of sand from clogging the 
slots and eliminate the necessity of 
frequent cleaning. Self-cleaning fea- 
ture reportedly assures continuous 
working of coreblowing and core- 
shooting equipment. Core vents have 
been widely used for the CO, process, 
according to the supplier. Vent is 





strengthened at the center by a re- 
inforcing ring on the underface. 
Vents over 5-in. diam have two such 
rings. 

For More Details Circle No. 10—Page 187 


Level Indicator 
will function positively 
at bin temperatures to 300° F 


Fuller Co., Catasauqua, Pa.—Level 
indicator reportedly will function pos- 
itively at bin temperatures up to 300° 
F and is suitable for all dry, pulver- 
ized, fine, crushed or granular mate- 
rials. Indicator may be mounted ver- 
tically or horizontally. Manufacturer 
reports there is no danger of flow- 
ing material interfering with the 
mechanism or the motor. 

For More Details Circle No. 11—Page 187 


Screen Conveyors 


permit tailor-made assembly 
of preparation installations 


Williams & Green, Clearfield, Pa. 
Balanced screen conveyors © are 
constructed of heavy-duty, structural 
steel plate. With wire mesh, per- 
forated plate, flange lip or other re- 
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quired screen dressing, they permit 
the assembly of tailor-made installa- 
tions for materials preparation. Built 
to operate from existing power sup- 





ply, screens are available in stand- 
ard sections for fast conversion into 
screens, conveyors, picking tables, 
sizing or scalping screens. 

For More Details Circle No. 12—Page 187 


Compressor 


is designed to operate under 
severe service conditions 


Cooper-Bessemer Corp., Mt. Vernon, 
O.—-Reciprocating compressor’s ca- 
pacity is from 100 to 300 hp and has 
use in foundries and metalworking 
plants where compressed air is used 
to actuate pneumatic machinery and 


portable tools. 
For More Details Circle No. 13—Page 187 


Speed Reducers 


are shaft-mounted and require 
no flexible couplings or base 


Dodge Mfg. Corp., Mishawaka, 
Ind.—Two shaft-mounted speed re- 
ducers have been added to company’s 
line. One has a capacity of 60 hp 
at 100 rpm, AGMA rating, and can 
be mounted on shafts up to 5 in. in 





diam. Other has a capacity of 1.3 
hp at 100 rpm. No foundation, flex- 
ible couplings or sliding base is re- 
quired for the reducers as they are 
mounted directly on the shaft. Unit 
is driven through a V-belt drive. 
Lock sheaves permit any speed ra- 
tio. 

For More Details Cirele No. 14—Page 187 


Plastic Eyeshields 


contain ventilating screen 
that stops fogging hazard 


United States Safety Service Co., 
1215 McGee St., Kansas City 6, Mo. 
—Protective flexible plastic eye- 
shields contain a nickel screen mold- 
ed into the plastic frame to increase 
air circulation, reduce air traps and 
provide cool, fog-free ventilation. En- 
tire unit weighs less than 2 oz. Pre- 
scription glasses can be worn com- 
fortably under the eyeshields. 

For More Details Circle No. 15—Page 187 


Motor Base Mount 


takes up belt stretch and auto- 
matically adjusts for tension 


Murray Equipment Co., 11350 
Schaefer, Detroit 27, Mich.—Motor 


base which requires no regular main- 
tenance for proper drive belt tension 





takes up belt stretch and automat- 
ically absorbs starting loads. When 
and if a belt needs changing the mo- 
tor mounted on the base is tilted for- 
ward and blocked. Motor or belt re- 
aligning is eliminated as the base 
automatically adjusts new belts to 
proper tension. The base is avail- 
able for all sizes from fractional to 


200 hp. 
For More Details Circle No. 16—Page 187 


Conversion Unit 


changes belt conveyors to 
permanent magnetic conveyors 


Eriez Mfg. Co., Erie 6, Pa.—Unit 
converts existing belt conveyor lines 
to permanent, nonelectric magnetic 
conveyors by placing lengths of mag- 
netic castings under the conveyor 
belt. Magnetic castings are 1 15/16 
in. high x 4 in. wide, available in 
standard lengths of 3, 4, 5, and 6 ft. 
Other sizes may be ordered. Two 
magnetic strengths are made*-one 
for handling ferrous objects of me- 
dium size aS can covers, caps, and 
small stampings and the other is for 
handling unusually shaped objects 
where contact with the belt is small, 
where nonmagnetic and magnetic 
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Foundry Literature 


CIRCLE NUMBERS on card for literature you want. 





40. Coreblowers 

Beardsley & Piper Division Petti- 
bone Mulliken Corp., 2424 North 
Cicero Ave., Chicago 39, Ill.—Speci- 
fications and application information 
on line of coreblowers with capacities 
from a few ounces to 300 Ib are 
found in bulletin 5000. Two core 
rollover machines and several pieces 
of mulling equipment of various ca- 
pacities also are discussed. Bulletin 
also presents a section of tips on 
coreblowing with emphasis on equip- 
ment, venting and preventive main- 
tenance. 


41. Air Control Valves 

Airmatic Valve Inc., 7317 Associate 
Ave., Cleveland 9, O. — Reference 
guide covers 17 different lines of air 
control valves and accessories. 


42. Shell Mold Sand Test 
Chemical & Metallurgical Division, 
General Electric Co., Pittsfield, Mass. 
—Issue 2 of company’s ‘Foundry 
Facts” provides data on American 
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INFORMATION 
SERVICE 


Handy Reader Service cards 

bring you more information 

on products or services de- 

scribed or advertised in this 
issue. 





Foundrymen’s Society tentative ten- 
sile strength test for control of shell 
molding sand mixtures. Procedure to 
follow in performing the test is clear- 
ly outlined. 


43. Product Directory 

Allis-Chalmers Mfg. Co. 1032 
South 70th St., Milwaukee, Wis. — 
A 4 x 9 in. directory of product lit- 
erature—“This is A-C from A-Z’’— 
provides an alphabetical description 
of company products and their de- 
scriptive literature. Booklet is_ in- 
troduced with a brief history of the 
company. 


44. Hack and Band Saws 
Capewell Mfg. Co., 60 Governor St., 
Hartford, Conn. — Three “How to 
Use .. .” booklets on hand hack 
saws, power hack saws and band 
saws are complete units in themselves 
and are written to provide an authori- 
tative reference source relating to the 
selection and use of hack and band 
saw blades on various materials. 
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45. Mold and Core Spray 

United Oil Mfg. Co., 1456 Walnut 
St., Erie, Pa.—Bulletin TB-1 describes 
foundry experiences with an air dry- 
ing spray for green sand cores and 
molds. Spray is said to give excel- 
Ient penetration and provide a resin- 
bonded surface which is firm and 
hard with clean, sharp edges. 


46. Snagging Wheels 

Electro Refractories & Abrasives 
Corp., 344 Delaware Ave., Buffalo 2, 
N. Y.—Bulletin GS-55 highlights ad- 
vantages of various types of grind- 
ing wheels for use in steel mills and 
steel, malleable, gray iron and non- 
ferrous foundries. Both resinoid and 
vitrified wheels are included. 


47. Foundry Equipment 

Sterling Wheelbarrow Co., Milwau- 
kee 14, Wis.—Flasks for a variety 
of applications, clamps, clamping 
bars, pins and bushings, steel core 
plates, bottom boards, bands, upsets, 
slag buggies, wheelbarrows, core 















Helpful Foundry Literature 








trucks, casting carts and trucks, 
wheels and casters are illustrated in 
catalog 69. Specifications, engineer- 
ing data and construction features 
are highlighted. 


48. Epoxy Resins 

Marblette Corp., 37-21 Thirtieth St., 
Long Island City 1, N. Y.—‘“Plastics 
in the Foundry Industry” provides 
step-by-step descriptions of working 
procedures for use with epoxy resins 
and other materials for producing 
loose patterns, match plates, core 
prints and core driers for dielectric 
baking. Instructions are given for 
using a gel-coat resin to patch worn 
metal coreboxes. Among types of 
molds described are those made from 
wood, plaster, metal, plastics, plasti- 
sol and glass. 


49. Dust Collector 

Green Fuel Economizer Co., Bea- 
con, N. Y. — Bulletin 172-CFF de- 
scribes a packaged dust collector so 
designed and assembled that it can 
be installed in any collecting system 
by the shop crew or a local contrac- 
tor. 


50. Air Filter 

Emco Corp., 1319 Locust St., Des 
Moines, Iowa—Information sheet cov- 
ers lightweight aluminum air filter 
that can be attached to any air tool. 
Air capacity is 1 to 20 cfm and unit 
will work with pressures from 30 
to 170 lb. 


51. Cut-Off Saws 

Acme Saw & Mfg. Co., 1447 East 
47th St., Cleveland 3, O.—Bulletin 
G-1 illustrates and describes gate 
and riser cut-off machines for alumi- 
num, magnesium and nonferrous al- 
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loy castings. Three basic machine 
designs including radial, planer and 
boring mill types are available. 


52. Molding Machines 

Tabor Mfg. Co., Division of Turbo 
Machine Co., 840 West Main St., 
Lansdale, Pa.—Catalog 6 provides 
condensed basic information on mold- 
ing and cut-off machines. Four cut- 
off machines are illustrated in addi- 
tion to a series of plain jolt, jolt 
strip, jolt squeeze, jolt squeeze strip, 
jolt squeeze rollover and draw, and 
jolt rollover and pattern draw mold- 
ing machines. 


53. Classification Card 

Ederer Engineering Co., 2931 First 
Ave. South, Seattle 4, Wash.—Crane 
classification card enumerates five 
crane service classes as established 
by NEMA and should be of interest 
to persons dealing with overhead 
bridge crane specifications. 


54. Wire Rope Fittings 

Thomas Laughlin Division, Ameri- 
can Hoist & Derrick Co., St. Paul 1, 
Minn.—Engineering data, charts, di- 
mensions and safety factors for fit- 
tings for chain and wire rope are 
shown in catalog 950-1. 


55. Industrial Batteries 
Electrical Storage Battery Co., 
Exide Industrial Division, Box 8109, 
Philadelphia 1, Pa.—Construction de- 
tails on flat-plate batteries for indus- 
trial uses are shown in folder. 


56. All-Purpose Hose 

Manhattan Rubber Division, Ray- 
bestos-Manhattan Inc., Passaic, N. J. 
—-General data on all-purpose hose 





described as suitable for use with air, 
oil, water and mild chemicals is of- 
fered in bulletin 7075. 


57. Marking Dies 

Jas. H. Mathews & Co., 3942 Forbes 
St., Pittsburgh 13, Pa.—Manual F- 
203 covers use and selection of steel 
dies for a variety of applications. 
Steel stamping, embossing and foil 
leaf marking dies, press-style type 
holders, tool post holders for mark- 
ing around peripheries of cylindrical 
or round-tapered parts and number- 
ing heads for embossing or debossing 
are illustrated and described. 


58. Ramming Mix 

J. H. France Refractories Co., 1944 
France Rd., Snow Shoe, Pa.—Ram- 
ming mix with mullite base for indus- 
trial refractory linings where high re- 
sistance to molten metal and slag 
penetration is necessary is described 
in bulletin 810. 


59. Palletized Molybdenum 

Molybdenum Corp. of America, 
Grant Bldg., Pittsburgh 18, Pa.—De- 
scriptive pamphlet explains system of 
providing molybdenum in burlap bags 
or can containers, palletized for ease 
of handling. 


60. Abrasives 

Industrial Metal Abrasives Co., 
1603 Wildwood, Jackson, Mich.—File 
folder contains information on chilled 
and malleable grit, chilled, malleable 
and steel shot, replacement blades 
and malleable iron stars. 


61. Power Wheelbarrow 
Kwik-Mix Co., Port Washington, 

Wis.—Bulletin KM429 provides gen- 

eral information and highlights the 











\w 


e=elCi7SCr mr 





features of a power wheelbarrow with 
interchangeable attachments that per- 
mit loading, lifting or hauling all 
types of material with a single basic 
unit. 


62. Precision Casting 

Corning Glass Works, Corning, 
N. Y.—Catalog GC-2 explains in sim- 
plified form how Glascast powder is 
made into a shock-resistant, precision 
casting mold for high melting point 
alloys. Production schedules for pilot 
run quantities are given. Also in- 
cluded are detailed explanations on 
mixing the plasters for the basic 
molds and mixing the Glascast pow- 
der to form a suitable slip. 


63. Plastic Blowers 

Industrial Plastic Fabricators Inc., 
Norwood, Mass.—Technical specifica- 
tions, performance tables and applica- 
tion data on polyvinyl chloride blow- 
ers designed to withstand most 
chemical fumes and polluted air in 
a temperature range of 40 to 140° F 
are found in bulletin 102. 


64. Hoist Hooks 

E. D. Bullard Co., 275 Eighth St., 
San Francisco 3, Calif.—Catalog il- 
lustrates and provides a full explana- 
tion of the uses of safety hooks on 
hoists and cranes. Data covers all 
types of hooks with safe working 
load capacities of 1000 to 50,000 Ib. 


65. Cold Cleaners 

Manufacturers Processing Co., 1360 
Hilton Rd., Detroit 20, Mich.—Per- 
formance and property chart covers 
five fast-drying, nontoxic, nonflam- 
mable cold chemical cleaners suitable 
to a variety of metal-cleaning opera- 
tions of an industrial nature. 


66. Metal Control 

Herbert A. Reece & Associates, 960 
Union Commerce Bldg., Cleveland 14, 
O.—Patents covering licensed meth- 
ods and apparatus for producing con- 
trolled castings of specific mechani- 
cal properties, solidity, uniformity, 
machinability and economy = are 
summarized in booklet. 


67. Material Handling 

Towmotor Corp., 1226 East 152nd 
St., Cleveland 10, O.—Three bro- 
chures covering fork lift trucks, trac- 
tors and accessories are aimed to 
help the busy executive choose the 
material handling equipment best 
suited to his own applications. 


68. Portable Tools 

Skil Corp., 5033 Elston Ave., Chi- 
cago 30, Ill—Catalog of industrial 
portable power tools lists more than 
100 models and accessories. Many 
of the tools are pictured with cut- 
away views to show construction de- 
tails. 


69. Equipment Catalog 

Precision Equipment Co., 3736 
North Milwaukee Ave., Chicago 41, 
Ill.—Lockers, storage cabinets, steel 
shelving, work benches, laboratory 
ovens, intercommunication systems 
and office furniture are illustrated 
and priced in catalog. 


70. Solenoid Valve 

Automatic Swith Co., 391 Lakeside 
Ave., Orange, N. J.—Form V5010 pro- 
vides technical data on midget-size, 
solenoid valves that may be applied to 
any three-way valving requirements 
without any change of springs or 
other adjustments of any kind. 
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71. Belt Conveyor Idler 

Link-Belt Co., 307 North Michigan 
Ave., Chicago 1, Ill—Ball bearing 
belt conveyor idler, available in 
greasable and factory sealed types 
for seven widths from 14 to 36 in., 
is described in folder 2516. 


72. Sprue Cutter 

Keson Industries, P. O. Box 11, 
Berwyn, Ill.—Information sheet pre- 
sents data on rubber sprue cutter 
that eliminates manual cutting of 
sprues. 


73. Cast Iron Repair 
International Nickel Co., 67 Wall 
St., New York 5, N. Y.—Nine case 
histories illustrating the repair weld- 
ing of cast iron are found in booklet 
“The Repair of Cast Iron Parts.” 


74. Castable Refractories 

North American Refractories Co., 
National City-E. 6th Bldg., Cleve- 
land 14, O.—Bulletin 114 lists and 
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describes line of castable refractories 80, Metallizing 85. Plastics and Resins ul 
fe grtasaet td pene for eee linings Metallizing Engineering Co., 1101 Bakelite Co., Division of Union Car- el 
of irregular shapes an ensions. Prospect Ave., Westbury, N. Y.— bide & Carbon Corp., 300 Madison n 
Di Vol. 7, No. 11 of “Metco News” pre- Ave., New York 17, N. Y.—Condensed te 
75. Copper les ; sents several case histories covering reference file on plastics and resins - 
Beryllium Corp., Reading, Pa.—  metallizing applications in which ex- offers information about properties 
Folder on beryllium copper dies in- pensive equipment has been repaired and uses of the materials in a variety 
cludes a section covering zinc die at reported savings in time and of manufacturing processes. 3 
casting dies. Other subject headings money. 
are plastic molds and dies, forging 
dies, steel forming and draw dies and 81. Mercury Vapor Lamps 
titanium forming and draw dies. Sylvania Electric Products Inc., FOU NDRY R eprint 5 
76. S Th dl rt 1740 Broadway, New York 19, N. Y.— r% 
a See waeee oe Booklet, “More Light for Less - 
‘Heli-Coil Corp., Danbury, Conn.— = Money,” describes applications of 86. Large Gray Iron Foundry 
Size ranges, installation techniques mercury vapor lamps in industrial The Chevrolet Story is a 28-page . 
and an application chart for inserts plants, outdoors and in special situ- detailed report on the Chevrolet 
that provide female threads in die ations. Foundry, Tonawanda, N. Y. Coupled 
cast alloys, light metals, molded plas- with many photographs and schemat- 
ee — are offered in bul- 82. Controller Parts ic drawings of various departments, 
—— Brownell Distributors Inc., 306 the article fully covers each opera- 
. Canal St., New York 13, N. ¥.—Cata- tion in this huge plant that pours 
77. Portable Lifts log and price list 55 contain a com- more than 1000 tons of gray iron 
Oster Mfg. Co., Box 4326, Cleve- plete compilation of all renewal con- daily. 
land 32, O.—Multipurpose, manually troller parts for electrical apparatus . , 
propelled, hand and battery powered —anq motor controls made by the coun- #87. Magnetic Inspection 
hydraulic lifts with capacities from try’s manufacturers. Magnetic Particle Inspection Stand- 
500 to 2000 Ib are illustrated and de- ards by John B. Caine points out 
scribed in brochure. that lack of magnetic particle in- 
83. Aftercooler spection pgs png some per- 
78. Coal Dust Control Niagara Blower Co., 405 Lexington __ sons to insist on perfection. Author 
Wheelabrator Corp., 1102 South Ave., New York 17, N. Y.—Func- outlines what standards are required 
Byrkit St., Mishawaka, Ind.—Booklet tions of an aftercooler in removing and are realistic. Acceptance or re- 
551-D discusses use of local exhaust moisture from compressed air and jection of a casting should not depend 
ventilation and cloth-tube-type dust | 84S are described and illustrated with _— solely on the presence of defects. 
collectors for control of dust from diagrams and photographs in bulletin . 
coal and coke handling operations. 130. 88. Automated Sand System : 
S Production and Quality Raised by ie 
79. Testing Equipment 84. Waste Treatment an Automated Sand System by I. H. pi 
Claud S. Gordon Co., 3000 South Chain Belt Co., Milwaukee 1, Wis. Richardson describes an automated - 
Wallace St., Chicago 16, Ill—Dimen- | —Bulletin 315-111 outlines equipment sand formulation, processing, han- el 
sions, operating principles, prices and for coarse screening, grit removal, dling and distributing system that fc 
general information on a variety of settling, skimming and flocculation has boosted one company’s produc- D 
sand testing equipment are found in treatment of miscellaneous industrial tion per man on sand preparation by g 
form 3600-55. waste materials. 800 per cent. es 
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components are involved and on 
tangled masses or objects. Magnetic 
units are nonelectric, no outside pow- 
er is required, no maintenance is 
needed and indefinite life is guaran- 
teed. 
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Band Sander 


can be used for either inside 
or outside finishing work 


Mead Specialties Co., Dept. B-8, 
4114 North Knox Ave., Chicago 41, 
Ill.—Belt sander features quick belt 
changes, tilting table top, automatic 





self-alignment of pulleys, automatic 
spring tension balance and ability to 
pass the belt through cut-out open- 
ings to sand inner edges. Model uses 
either 1 x 42 in. or 1 x 44 in. belts 
for both inside and outside grinding. 
Depending upon selection of proper 
grit, the sander can be used for 
roughing out coarse cuts or putting 
final finish on metal, plastic or wood. 
For More Details Circle No. 18—Page 187 


Dial Scales 


are available in 36 models 
with capacities to 120,000 Ib 


Fairbanks, Morse & Co., 600 South 
Michigan Ave., Chicago 5, Ill.—Cab- 
inet dial scales engineered to insure 
exact weight incorporate a _ direct- 
reading dial, a full swivel head, a 
cage-type central column construc- 
tion and a controlled speed dash pot. 
Seales are available in 36 models 
ranging in total chart capacity from 
500 Ib by %-lb graduations to 120,- 
000 Ib by 20-Ilb graduations. 
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Burners 


can be applied to radiant 
heating tubes in furnaces 


Eclipse Fuel Engineering Co., Rock- 
ford, Ill.—Radiant tube burners are 
lesigned for application to radiant 
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heating tubes used in industrial fur- 
naces and ovens for wide distribu- 
tion of indirect heat. Burners op- 
erate on air pressure of about 8 oz 
and low gas pressure, normally be- 
low %-lb. Burners are made in two 
sizes, and by use of adapter castings 
these two sizes can be used to fire 
radiant tubes with outside diameters 
ranging from 3% to 8% in. Operat- 
ing on 8 oz air, they will fire from 
250,000 to 400,000 Btu per hr. 
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Front End Loader 


features front wheel drive and 
rear wheel power steering 


Tractomotive Corp., Deerfield, Ill. 
—Front end loader of 14% cu yd ¢ca- 
pacity features front wheel drive 
with rear wheel power steering. A 
3:1 torque converter and clutch type 
transmission permits change of di- 
rection of travel without shifting 
gears. At normal carrying height of 
3 ft, bucket can be tipped back to an 
angle of 41 degrees. At ground level 


bucket can be tipped back 22 de- 
grees. Overall length with bucket in 
carrying position is 15 ft 4 in., per- 
mitting a turn in a 12 ft 3 in. radius. 





Power is supplied by either a 63-hp, 
4-cylinder gasoline engine or a 77- 
hp, 6-cylinder diesel. 
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Insulation Block 


have strength to resist tem- 
peratures up to 2300° F 


Carborundum Co., Niagara Falls, 
N. Y. — High-heat-resistant, light- 
weight, ceramic fiber block resists 
temperatures up to 2300° F. Block 








TWO-STATION hollow core- 
blowing machine requires only one 
operator and makes finished cores 
in a 45-second cycle without the 
use of driers or ovens. Unit will 
handle coreboxes measuring up to 
10 x 16 x 20 in. Manufacturer 
reports that cores made by the ma- 
chine provide these advantages: 
Easy shakeout, close tolerances 
in the casting, elimination of vent- 
ing problems and fast curing. In 
addition, percentage of rejects 
caused by distorted cores is re- 
duced to a minimum because hol- 
low cores are not removed from 
the box or handled before curing. 





Unit Blows Hollow Cores in 45-second Cycle 








Machine is equipped with twin 
ovens and twin corebox mounts 
which are pivoted to swing in a 
180 degree arc between ovens and 
fill head located in the center of 


the machine. Both semiautomatic 
electrically-controlled and manu- 
ally-operated models are available. 
In the semiautomatic units, all 
operations are automatic except 
positioning the coreboxes and re- 
moval of finished cores. These 
operations are performed manually 
by the operator. The machine is 
made by Spo Inc., 6448 Grand Di- 
vision Ave., Cleveland 25, O. 
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FOUNDRY ALLOY 
Spoyvitkey 


Get your handfuls to carload requirements of these, the principal foundry 
alloys of International Nickel Co., Vanadium Corporation of America, and 
Climax Molybdenum Corp. Fifty-eight alloys are ‘off-the-shelf’ items from 
your nearest Whitehead warehouse. Each of these seven warehouses is 
well-stocked for prompt delivery with all standard sizes and forms. A call 





for quotation will convince you our prices are right, too. Take advantage 
of this easy way to order these quality foundry products. 

Take advantage, too, of our technical service department. Our foundry 
engineers will be happy to answer any questions you may have, or other- 
wise work with you in anyway they can. 


For higher quality castings, use higher quality alloy- 
ing materials. And get them fast—Call Whitehead. 


TEHE AD : 303 West 10th Street 


“METAL PRODUCTS COMPANY, INC. “ew York 14, N.Y. 


Other offices and warehouses: PHILADELPHIA * BUFFALO * HARRISON, N. J.e CAMBRIDGE, MASS. « SYRACUSE « BALTIMORF 
Visit Us At Booth 1301 At The Foundry Show 


has an approximate density of 2 
lb per cu ft and is said to withstan 
flame impingement and to be unaf 
fected by furnace atmospheres 
Standard sizes of block are 12 x 12 
12 x 18, 6 x 18, 6 x 36 and 12 x 36 in 
in thicknesses ranging from 11% t 
4 in. in \% in. increments. 
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Fork Lift Unit 
can be fitted with attach- 
ments to perform many jobs 


Kwik-Mix Co., Port Washington 
Wis.—Three-wheel fork lift unit can 
be equipped with a double-acting hy- 
draulic valve that enables the opera- 
tor to tilt the mast and raise loads 


with one hand. Mast can be tilted 
10 degrees toward rear for better 
load balance or 2 degrees forward to 
aid in picking up or releasing a load. 
Standard forks are 30 in. long and 
adjustable from 6 to 32 in. in width. 
Rated lift capacity is 1000 lb with a 
maximum lift to a 6 ft height. Turn- 
ing radius is 61 in. Fork lift attach- 
ment can be interchanged with a 10- 
cu-ft capacity hopper body, a 1500- 
Ib capacity flatbed platform or a 5- 
ft scraper blade. Other attachments 
are available. 
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Bonded Grinding Wheels 
have long life and do not 
require frequent dressing 


Clipper Diamond Tool Co., 21G 
West 46th St., New York 36, N. Y. 
Bond for diamond wheels reportedly 
does not glaze even if carbide and 
steel are ground at the same time. 
2ond wets and adheres to each dia- 
mond grain regardless of how fine. 
After diamond is worn flat, a break- 
away action will release the diamond 
particle and expose a fresh diamond 
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SIMONDS 
ABRASIVE CO. 
PHILADELPHIA, PA. 





You'll find it 
HERE! 


. . . Just about every kind of grinding wheel you can 







think of . . . from the smallest mounted wheel to the largest 


roll grinding wheel. Simonds makes them all— 







— *‘ all top quality and engineered for your jobs! 
SIMONDS dicate : bet 


| ABRaGive co 
Get the Simonds Data Book and Stock List 


with Consumer Net Prices—and you're set to get 





the grinding wheels you need, quickly! 


CA YOUR SIMONDS 
DISTRIBUTOR 





SIMONDS ABRASIVE COMPANY ¢ PHILADELPHIA 37, PA. 


Branch Warehouses: Boston, Detroit, Chicago, Portland, San Francisco. Distributors in Principal Cities 


FAST SERVICE 


Division of Simonds Saw and Steel Co., Fitchburg, Mass 











HERE'S FOPS “in BOTTOM BOARDS 


Mighty BIG is this Sterling- 
made Bottom Board, and 
mighty well engineered . . . 
as all Sterling Core Plates 
and Bottom Boards are... 
to prevent warping or twist- 
ing. All welded steel heavy 
reinforcing angles and bars 
assure maximum strength 
and rigidity. This big bottom 
board suggests the versatility 
of Sterling foundry equip- 
ment engineers. Another 
reason why Sterling is 
“TOPS” in this field. 













Standard Core Plate and Bottom 
Board Styles are available in vari- 
ous sizes. Special designs, includ- 
ing round bottom boards, can be 
made to meet your needs. 
Write for Catalog 





FOUNDRY EQUIPMENT 


STERLING WHEELBARROW COMPANY ~- MILWAUKEE 14, WIS., U.S.A. 
A QtAz Vv 

















* * * This is where PATTERNS of quality and precision are pro- 
duced for the automotive, aircraft and metalworking fields . 
backed by 35 years of know-how. 


* * *& These superior PATTERNS are produced under the per- 
sonal supervision of the two owners and a highly skilled group of 


employees. 
* *& & The owners are naturally proud of their reputations. That’s 


your guarantee of quality work and reasonable prices. Let them give 
you a quotation on your next job—and give you a pleasant surprise. 






ood and Metal Latterns 


18840 John R. St., Detroit, Michigan 
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edge. Action continues throughout 
the life of the wheel so the grinding 
surface is always clean and sharp. 
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Spray Dispenser 
provides protection against 
spread of athlete’s foot 


Sani-Mist Inc., 1724 Chestnut St., 
Philadelphia 3, Pa.—Spray dispenser 
for use in locker and shower rooms 





provides 6200 treatments for athlete’s 
foot with one filling. Solution is 
placed in dispenser tank and is 
sprayed upon the feet automatically 
as an individual steps on the treadle. 
With the purchase of the solution, 
the dispenser is provided on a leased- 
no charge basis. 
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Master Links 
of alloy steel are for use 
with industrial slings 


American Chain & Cable Co., 929 
Connecticut Ave., Bridgeport 2, Conn. 
—Link for use with industrial slings 





is said to hold its form under loads 
and stress 18 per cent greater when 
compared with links with a round 
section. Links are made of high- 
strength steel alloy and produced in 
sizes from 1% to 1% in. They are 
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mixing and refractory clay mixing 
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BAK a oe ad a Pe K ‘ N sS The eight Baker Perkins units installed in this new 
‘ U N iTS automotive grey iron foundry were chosen for 


their industry-proven excellence and efficiency. For 


handle the sand mulling, 
. sand mulling, five B-P 5A Continuous Molding Sand 


core wash mixing, core paste 
9, P Mullers assure high speed delivery of thoroughly 


uniform sand mix to the molding floor. The B-P 


in big new foundry 


core paste mixer and B-P core wash mixer insure 
good core surfaces, and the B-P Refractory Clay 
Mixer is ideal for mixing refractory clay material for 
mudding up ladles and cupolas. This new foundry 
will find, as other foundries have found, that 

B-P equipment is built to last and requires 


minimum maintenance. 


On the job... a size 15 B-P 
Refractory Clay Mixer 


One of five B-P 5A Continuous 
Molding Sand Mullers installed in 
the new plant. 





BAKER PERKINS INC. 


CHEMICAL MACHINERY DIVISION, SAGINAW, MICHIGAN 
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HOW TO MAKE 
A BETTER 


Use the new 
Cleveland VG 2 Core Box 
Vibrator. 


ELIMINATE SLEDGING 
INCREASE CORE PRODUCTION 
DRAW FASTER AND CLEANER 

NO CORE DISTORTION 

SAVE CORE BOXES 





Designed specifically for large 
core drawing, this portable 
vibrator develops 8000 Vi- 
brations per minute, adjust- 
able for varying core sizes. 
Now in stock in Cleveland 
and San Francisco. 


$ 20 


FOB Cleveland 





¥ THE 


CLEVELAND 


a! 


VIBRATOR 


COMPANY 


2788 Clinton Ave. ¢ Cleveland 13, 0. 
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Hoist Trolleys 
are designed for hand push- 
ing on monorail systems 


Mich. 
are de- 


Ave., 
hoist 


Kingsley 
Four-wheel 





HARDENED ROLLERS 
GUIDE TROLLEY 
FOR EASY PUSHING 


signed for easy hand pushing on 
straight or curved monorai! systems. 
Trolleys have 1000 lb capaeity and 
contain ball bearing trolley wheels 
and hardened guide rollers. Trolleys 
are commonly used with hoists, tool 
balancers, welding transformers or 
for bridge crane end trucks. Com- 
vany can also furnish straight and 
curved rail, track switches and com- 
pletely installed monorail systems. 
For More Details Circle No. 27-——Page 187 


J e 
Hose Fittings 
are push-on type for 
low pressure applications 


Flex-O-Tube Division of Meridan 
Corp., 2525 Jim Daly Rd., Inkster, 


Mich. low 


A push-on fitting is for 





pressure use on machine tools or for 
water, fuel or lubrication 
lines and a two-bolt clamp fitting is 
for high-pressure, heavy-duty appli- 
cations for hydraulic lines, 
hoses or liquid petroleum gas trans- 
Push-on fitting is brass, 
3g and 1 in. sizes and 


shop air, 


steam 


mission. 
comes in \4, 
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available as components for the com- 
| pany’s slings, also separately for use 
with any make of chain or wire rope 


Anchor Steel & Conveyor Co., 6906 
Dearborn, 
trolleys 





NATIONAL 
FOUNDRY 
BENTONITE 
DISTRIBUTORS 


BAROID DIVISION 
National Lead Company 
224 S. Michigan Avenue 

Chicago 4, Illinois 
(Phone HArrison 7-8656) 





Alabama—Foundry Service Co. 
Birmingham 
California—Independent Foundry 
Supply Co. 
Los Angeles 22 
California—Industrial & Foundry 
Supply Co., Inc. of California 
San Francisco 3 


Colorado—Kramer [Industrial 
Supply, Inc. 

Denver 

Illinois—American Steel & Supply Co. 
Chicago 28 

Illinois—Steelman Sales Company 
Chicago 4 

Illinois—Western Materials Company 
Chicago 3 

ILlinois—Marthens Company 
Moline 

Massachusetts—K lein-Farris 
Boston 11 


Michigan—Foundries Materials Company 
Coldwater (Main Office), and 
Detroit 

Minnesota—Smith-Sharpe Co. 

Minneapolis 


Co., Inc. 


Missouri—Barada & Page, Inc. 
Kansas City (Main Office) 
Missouri—Mr. Walter A. Zeis 
Webster Groves 
New Jersey—Asbury Graphite Mills, Inc. 
Asbury 


New York—Combined Supply & 
Equipment Co. 


Buffalo 7 
New York—G. W. Bryant Core 
Sands, Inc. 
McConnellsville 
Ohio—Stoller Chemical Co. 
Akron 20 
Oregon—La Grand Industrial Supply Co. 
Portland 1 


Pennsylvania—Pennsylvania Foundry 
Supply & Sand Co. 
Philadelphia 24 
Tennessee—Robbins & Bohr 
Chattanooga 
Washington—Carl F. Miller & Co., Inc. 
Seattle 4 
Washington—Pearson & Smith Distrib- 
uting Div., Spokane Pres-To-Log Co. 
Spokane 
Wisconsin—Interstate Supply 
& Equipment Co. 
Milwaukee 4 
Canada—Canadian Foundry Supplies 
& Equipment, Ltd. 
Montreal, Quebec (Main Office) 
and Toronto, Ont. 
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Its what's inside that counts 
























“NATIONAL BENTONITE, 
America’s purest non- 
metallic clay mineral 
(montmorillonite), is the 

right colloidal bonding agent for suc- 

cessful molding. Its physical properties BENTONITE 
give it the unique characteristics that Chemical 
mean better, smoother-finished cast- Analysis 
ings with less sand problems, fewer 
rejects. It imparts high hot strength, 
high permeability, high sintering point. 20.14% 


NATIONAL BENTONITE is 90% mont- 
morillonite and 10% minute fragments : 49% 
of other minerals” ae 





Typical 
NATIONAL 





oe 


Bound Water 
—_ Moisture @ 220°F 8.00% 

| High-grade 

NATIONAL BENTONITE 


characteristics 


B Specific gravity of 
dried material _...... 2.79 § 
Specific gravity of 
natural material _... 
Fusion 
temperature 1340°C—2444°F @ 
% Weight of dried bulk un- 
pulverized 71 Ib. per cu ft. { 
P Weight of pulverized 4 
material 61 |b. per cu. ft. g 
Weight of crude, 
crushed, undried 
material 80 Ib. per cu. ft. 
& Refractive Index 
(mean, dried) 
B pH of 6% water 
suspension . 





Make your own test. 


For sample write to 


BAROID DIVISION © NATIONAL LEAD COMPANY 
P. O. Box 1675, Houston 1, Texas 


BENTONITE SALES OFFICE «x: 
Railway Exchange Bldg., Chicago 4, Illinois 


$620 
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A HEAD START 


IN STEEL SHOT 


QUALITY 








Pioneered in 1948, and backed by over 60 years’ 
experience in the manufacture of abrasives, Tru- 
Steel Shot was the original High-Carbon Fully 
Heat-Treated Steel Shot of Tool Steel Quality! 


Tru-Steel, and only Tru-Steel, has the head start 
in experience, in manufacturing know-how, in 
years of solving steel shot blasting problems! 


Every heat of Tru-Steel is laboratory tested and 
controlled to the exacting standards of fine steel 
making! 


Only in Tru-Steel are found the combined char- 
acteristics that have been sought for years in 
metal abrasives — super toughness for resistance 
to breakage and proper hardness for fast, thor- 
ough surface-bright cleaning. 


And Tru-Steel is now packaged in 50-lb. double 
burlap bags — the finest packaging ever devised 


for metal abrasives — lighter, easier to handle, 


slippery 
surfaced cardboard cartons. 


easier to stack, not like slick, hard- 


ae. 3. 3 eed Te aed, f= 


TRU-STEEL 


Manufactured by 
T PRODUCERS, Inc. 
Butler, Pa. 


Subsidiary of Pittsburgh Crushed Steel Co 
Pittsburgh 1, Pa. 


is designed for use with rubber cov 
ered hose for a wide variety of lov 
pressure uses up to 250 psi. Clam, 
fitting is made of heavy malleabk 
iron and is secured by two large heat 
treated bolts. 
| For More Details Circle No. 28—Page 187 
| Blower 

for oil burner operation 

can deliver 2650 cfm 

General Blower Co., Morton Grove, 
Ill—Blower turbo, designed for oil 
burner operation, is a 28-0z, 30-hp 
unit capable of delivering 2650 cfm. 
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Unit reportedly lends itself to mul- 
tiple burner and multiple outlet ap- 
plications. According to the manu- 
facturer, the design encompasses a 
wide range of usage as pneumatic 
conveying of materials (where the 
materials do not go through the fan), 
burner applications and_ cupolas. 
When equipped with sealing devices 
the turbo may be used as a gas 
booster. It may be supplied with 
wheels of aluminum, mild steel or 
stainless steel. 

For More Details Circle No. 29—Page 187 


Hoist Trolley 


is lightweight and will fit 

a wide range of I-beams 

Shaw-Box Crane & Hoist Division, 
Manning, Maxwell & Moore Inc., 
Muskegon, Mich. — Lightweight, 
heavy-duty, single-speed, pushbutton- 
controlled motor-driven trolley is for 
installation on electric hoists having 
capacities from 1000 through 12,000 
lb. Trolleys are supplied in a variety 
of traverse speeds from 25 to 130 
fpm, depending upon size and voltage 
requirements. Models meet all stand- 
ard voltages. Trolley is available as 
a factory installed unit in combina- 
tion with any model in company’s 
line of hoists or can be bought sepa- 
rately in kit form. 
For More Detoils Circle No. 30—Page 187 
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“Push-Button” Operation 
Means The Ultimate in 


INCREASED 
PRODUCTION ... 


ECONOMY ... 
QUALITY MOLDS 











SHOWS FLASK ON FEED-IN ELEVATOR 





Every Nicholls Molding 
Machine is precision-built to 
insure the production of con- 
tinuously better molds. They 
eliminate guess-work and 
costly mistakes. They put an 
end to dangerous risks. They 


effect major savings in ma- 





terials and maintenance 


costs. 
SHOWS COMPLETED MOLD AFTER BEING TURNED OVER, AUTOMATICALLY 


TRANSFERRED TO MOLD CONVEYOR. MOLDING CYCLE, 15 SECONDS 





This new #24 type C machine has a pneumatic pattern draw, is equipped 


Always rely on 
“Nicholls” 
for the best in 
heavy-duty 
molding machines 


with an air-operated car type squeeze head, built-in flask roll-in 
roll-out device and a measuring sand hopper. Other Nicholls advantages 
include a flask indexing device and sand spill upset; flask feed-in elevator; 


mold turnover and transfer... PLUS full “push-button” automatic operation. 


William H. Nicholls Co., Inc., Richmond Hill 18, Long Island, N. Y. 


NICHOLLS 
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Picture of a man about to 
cut GRINDING COSTS 


He is checking up on the performance of grinding wheels in 
this foundry. 
Is the rate of production high enough? 
Are the wheels removing enough metal for the amount of 
wheel used? 
Will the wheels stay sharp with a minimum of dressing? 
Does the strength of the wheel provide a large safety factor 
under existing grinding conditions? 

It is this man’s job to find the answers to these questions, 
and to solve any grinding wheel problems 

Wherever he goes, this United States Rubber Company 


grinding wheel field engineer commands respect because 
superintendents have learned to profit from his unmatched, 
practical on-the-job experience in solving these problems 
For he has behind him years of field experience in wheel 
manufacturing and development. And the company he 
works for, “U S.”, has more than 91 years’ experience in 
grinding wheels. 

So, when you have a grinding wheel problem, call in this 
“U.S.” expert. You arrange for his help through the “U S.” 
salesman who regularly calls on you. Or you can reach him 
by writing us at Rockefeller Center, New York 20. 


Visit us at Booth 206—A. F. S. Congress & Castings Show 


Mechanical Goods Division 


2) United States Rubber 
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~ Country 


New York— Gray iron produc- 
tion is moderately active with opera- 
tions in most shops holding at around 
five days a week. Backlogs average 
perhaps four weeks. Demand is fair- 
ly diversified, with machinery and 
construction requirements outstand- 
ing. 

Although independent brass shops 
are not busy, there is good demand 
from plumbing supply houses and 
others engaged in meeting require- 
ments of the building industry. At 
the moment, nowever, there is little 
overflow from captive shops, in either 
light or heavy work. 

In the heavier lines, activity is 
good in valves, pumps and ship pro- 
pellers. Most aluminum foundries 
are busy, if not in aircraft work, in 
such items as components for oil 
burners, washing machines, meat 
cutters, etc. 

Most brass and bronze shops are 
reported to be operating at 75 to 80 
per cent of normal and most alumi- 
num foundries at close to 100 per 
cent. 


Pittsburgh— It’s reported that 
price of foundry coke may increase 
soon due to the general price increase 
in coal. Beehive oven coke may also 
rise. 

Foundries producing equipment for 
steel mills are working at capacity 
to satisfy need for current expansion 
programs. Captive foundries are 
particularly busy. Mesta Machine 
Co., producer of heavy machinery 
primarily for the steel industry, re- 
ports that unfilled business at the 
end of 1955 amounted to $91.4 mil- 
lion, compared with $29.6 million one 
year earlier. This is the largest back- 
log of unfilled orders in the com- 
pany’s history. 

Mesta and other equipment build- 
ers believe operations will continue 
strong through 1956 and well into 
1957. 

A report of the Allegheny County 
Bureau of Smoke €ontrol on prog- 
ress in eliminating smoke in this area 
speaks critically of work done by 
the foundry industry. Reports the 
bureau, “Unless a greater effort is 


April 1956 


forthcoming from the foundry in- 
dustry, it may become necessary to 
take some direct action to produce 
the results that we are all hoping 
to attain.”” Some small foundries are 
reluctant to invest the capital nec- 
essary for a complete smoke preven- 
tion system. 


Chicago— Although prices. of 
cast iron and steel scrap have re- 
treated substantially from the fan- 
tastic levels to which they had 
surged early this year, foundries still 
consider them uncomfortably high. 
That’s why foundrymen turn quick- 
ly to discussing scrap prices and sup- 
ply when they come together. 

Karly in March, No. 1 cupola cast 
was selling at $47 a gross ton deliv- 
ered in Chicago. This was $5 down 
from early January. Machinery cast 
at $52 was down $5 also, and 18-inch 
steel rails at $65 were lower by $6. 
But these March prices were still 
way above the market a year ago. 
No. 1 cupola cast is higher by $6, 
machinery cast by $7 and rails by 
$16. 

In contrast, No. 2 feundry pig iron 
at $59 a gross ton fob furnace is 
higher than a year ago by only $2.50 
a ton. Foundrymen have good cause 
to be concerned over the dispropor- 
tionately increased cost of scrap. 
They are in a squeeze, since the com- 
petitive argues 
raising prices on castings to the de- 
gree productien costs have risen. 

* * a 


situation against 


Of interest to foundries in the Mid- 
west are recently announced expan- 
sion plans of Wisconsin Steel Di- 
vision of International Harvester Co. 
and Interlake Iron Corp., both in 
South Chicago. The former sells a 
portion of its blast furnace ouput to 
foundries and the latter distributes 
all of its pig iron and coke to this 
market. 

Among a number of improvements 
which Wisconsin Steel is making at 
its steel plant is relining and enlarge- 
ment of its No. 3 blast furnace. Pres- 
ent annual capacity of 248,000 net 
tons will be upped about 25 per cent. 

Last May, Interlake Iron started 





Chicago . .. New York .. . Pittsburgh . . . Los Angeles . . . Philadelphie 





construction of coke ovens and aux- 
iliary facilities. The 50-oven battery 
is scheduled for completion this sum- 
mer. Announced in February is fur- 
ther modernization and expansion to 
cost $15.9 million. The improvements 
will include construction of a second 
battery of 50 ovens and a high-level 
conveyor bridge across the Calumet 
river, connecting the company’s coke 
plant with its blast furnace facili- 
ties. 

The bridge and its approaches will 
be about two-thirds of a mile long, 
125 feet above the river. A belt con- 
veyor will be capable of moving 
more than 109 tons of coke an hour. 
Coke now is transported by cir- 
cuitous rail routes. 

The coke ovens, together with the 
battery now under construction, will 
replace 120 old ovens. The 100 new 
ovens wil! increase coke capacity 40 
per cent. Other phases of the mod- 
ernization program include a new 
coke screening station, a central boil- 
er plant and enlarged coal chemical 
facilities. 


Los Angeles 
ticipate an active market through 
the spring and early summer months. 
This condition is indicated by a ris- 
ing volume of inquiries and orders 
from a wide variety of castings con- 
sumers, including the aircraft indus- 
try. Aluminum and brass foundries 
report that aircraft orders for new 
casting «éesigns are nearing an all- 
time high, assuring that the Defense 
Department’s dispersal policy is no 
longer having such a frightening ef- 
fect on the industry. 

Inquiries are so heavy that steel 
foundrymen expect their first half 
business to be 15 per cent better than 
that of the same period in 1955. To 
reach this increase, foundries say 
they must turn 25 per cent of new 
inquiries into sales. The average is 
approximately 33 per cent, they say. 
“It inquiries continue to come in like 
this, we'll transform our sales de- 
partment into an order-taking desk,”’ 
one foundryman said. He added, 
however, that the sudden interest by 
consumers is not natural for this 


Foundrymen = an- 
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time of year, and a leveling-off period 
should come before long. The hope 
is that the activity will be strong 
enough through spring to carry into 
the usually slow summer months. 
Foundrymen are looking toward 
the June elections with trepidation. 
Already two candidates for the Coun- 
ty Board of Supervisors—the organi- 
zation most closely connected with 
smog controi—have indicated they 
will build their campaign around the 
smog issue. Among other planks in 
their anti-smog platforms, the aspir- 
ants say they will advocate barring 


HERE’S 


PROOF... 
AND A 
PROMISE 
of 
increases 
Th 

Service Life 
up to 100% 
with ...< «os 


WALSH MULLITEX 
SUPER DUTY 





new industries in the Los Angeles 
county area until the smog situation 
is relieved. If successful, this de- 
mand will negate the City Council’s 
plan to rescind the city’s ancient 13- 
story building limit. By removing 
the lid, the Council had hoped to en- 
tice new industry into the area. Ob- 
servers foresee another bitter city- 
county dispute over the matter, with 
the anti-smog forces marshaling their 
big guns against industry. 

In line with this belief, smog con- 
trol boss Smith Griswold told a meet- 
ing of industrial leaders that ‘“‘smog 









In non-ferrous melting operations, Mullitex, Dry 
Press Process, Missouri Quality Fire Brick has 


demonstrated its superiority by actually producing 


increases in service life up to 100%.* Not in one 


single instance on record has Mullitex failed to 


show an appreciable increase in length of service. 


Isn't this the kind of performance you want in your 


rotary or stationary furnaces. The facts are all here 


for you. Write today for complete details. 


*Names on request. 


NOTE: And for added savings Mullitex Fire 
Brick laid up with Mullitex Extra Duty Cement 





is the perfect combination. 


WALSH 
REFRACTORIES 


101 Ferry Street e« St. Louis 7, Missouri 


CORP. 


Yor over 60 years manufacturers of high grade refractories 
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is going to get worse before it gets 


better.”” Several foundrymen indi- 
cated that they feel this statement 
is “an effort to alibi an advance” for 
expected heavy smog attacks in the 
summer. ‘You can be sure that we'll 
be the goat again,” one foundryman 
said bitterly. 


Philadelphia— Foundry business 
continues at a good, steady pace. In 
gray iron, the emphasis is on heavy 
work, particularly automotive dies 
and certain types of industrial ma- 
chinery. Beloit Eastern Division of 
Beloit Foundry Co., Beloit, Wis., at 
Downingtown, Pa. is expanding 
equipment facilities to meet heavier 
demands for papermaking machinery. 
Textile machinery shops in eastern 
Pennsylvania are operating well. 

Also active are the pressure and 
soil pipe foundries, building up pipe 
inventories for the spring building 
season. Light work, while not as ac- 
tive as the heavier, is nevertheless 
well sustained. Most gray iron shops 
are operating on a full five-day-a- 
week schedule. Delivery promises 
range four to five weeks. 

Malleable shops are especially busy 
on hardware castings and pipe fit- 
tings, and there is a slight improve- 
ment in railroad demand. Only in 
automobile castings does there ap- 
pear to be a lag, and this may be 
temporary. Practically all malleable 
shops are running close to 100 per 
cent of normal capacity, with back- 
logs extending six weeks and longer. 

Steel foundries are operating five 
days a week on diversified require- 
ments. Backlogs average five to six 
weeks. Brass and bronze shops are 
only moderately busy, although there 
is good business in builders hardware 
and some improvement is noted in 
maritime requirements. These found- 
ries are operating close to five days 
a week, but not necessarily with full 
working forces. 

Barring malleable grades, cast 
scrap is in adequate supply, with 
prices slightly easier. Also, pig iron 
supply represents no important prob- 
lem for district foundries. 

The Brinton Foundry and _ the 
Foundry Division of the Fletcher 
Works, both of Philadelphia, have 
been consolidated, and all work at 
the Brinton plant has been trans- 
ferred to the Fletcher shop for pro- 
duction. 


Kolcast Industries Moves 


Kolcast Industries Inc. has moved 
its general offices from 16601 Euclid 
Ave., Cleveland, to 36101 Euclid Ave., 
Willoughby, O. 
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SIDEWALL CONSTRUCTION 
FOR YOUR STEEL FLASKS 


nok These Advantages 


You are not limited on flange width or thickness. Your 
bearing surface may be as wide or as narrow as you wish. 


You are not limited on the amount of sand lock. Shanafelt 
welded flanges can be placed for any width sand strip— 
or none at all. 


No unnecessary weight or cost. Flanges can be welded on 
all surfaces if wanted but, if heavy flanges are not neces- 
sary opposite the parting, use the economical and weight 
saving Shanafelt formed flanges. 


Formed flanges opposite the parting can be turned either in 
or out to suit your requirement, or made in the special 
formation as illustrated. 


Sidewall corrugations add strength to the flask without in- 
creasing weight or cost. 





No skip welding. Automatic welding equipment assures 
strong continuous fillet weld. 


Sidewalls of copper bearing, rust resisting steel, rolled spe- 
cially for Shanafelt flasks. 


It will pay you to investigate this latest style Shanafelt heavy duty 
flask. You will find it strong, durable, and reasonably priced. 
Quotations of cost and weight will be submitted promptly upon 
receipt of your inquiries. Technical Bulletin F-10 shows details of 
all styles and sizes of Shanafelt Steel Flasks. We would like to 
supply copies to all members of your organization who are con- 
cerned with your flask equipment. 


THE SHANAFELT MANUFACTURING CO. 
Evtabliched 1893 


2600-2700 WINFIELD WAY N. E. CANTON, OHIO 
EL FOUNDRY FLASKS © FLASK PINS AND BUSHINGS 
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By EDWIN BREMER, Metallurgical Editor, 
ROBERT H. HERRMANN, Associate Editor 
and ERLE F. ROSS, Chicago Editor 


NOTHER successful regional 
A foundry conference was conducted 

in Milwaukee, Feb. 9-10. This, 
the 19th annual event sponsored by 
the Wisconsin Chapter, AFS, and 
the University of Wisconsin, was held 
at Hotel Schroeder with an attend- 
ance of 775. 

The program featured two 
eral sessions, 20 technical sessions, 
two luncheons and a banquet. Tech- 
nical sessions dealt with steel, gray 
iron, malleable, nonferrous and pat- 
tern practices. 

Wisconsin Chapter President, P. C. 
Fuerst, Falk  Corp., Milwaukee, 
opened the conference. He was fol- 
lowed by Kurt F. Wendt, dean of 
engineering, University of Wisconsin, 
who spoke on Responsibility of En- 
gineers. The work of engineers in 
our modern civilization 
questioned as to its adequacy, safety, 
and reliability because their record 
of performance is high. That is the 
highest tribute that can be paid. 
Engineers cannot compromise with 
quality; they must continue to use 
their know-how to improve existing 
materials and to develop new. To 
do that, young men must 
good engineering training. 

Hans J. Heine, technical director, 
AFS, Des Plaines, IIll.. spoke on New 
Horizons in Foundry Progress. Found- 
rymen, today, face the unprecedented 
challenge that they must apply all 
present and future advances in proc- 
esses and materials. 

Those include vacuum melting 
just on the threshold; metallurgy 
small additions of some elements to 
certain metals may bring improve- 
ments in physical properties; vacuum 


gen- 


seldom is 


receive 
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Banquet Speaker C. E. Irwin, Mich- 
igan State College, left, with P. C. 
Fuerst, Falk Corp., conference head 


WISCONSIN 
CONFERENCE 


Highlights Progressive Practices 









Left to right—Dean K. F. Wendt; Prof. G. J. Barker, con- 
ference chairman, and Coach Milton Bruhn, speaker at the 
Thursday luncheon. All are from University of Wisconsin 


degassing—it will find practical use 
in both small and large shops; high 
pressure molding—-gives high repro- 
ducibility of results; shell molding 
although the present concept is the 
same as it was originally, shell cores 
may assume greater importance than 
shell molds, and the CO, process 
for hardening molds and cores——this 
likely may be one of the important 
developments of the decade. 

Foundrymen must learn to modify 
and adapt processes to their own re- 
quirements. This flexibility must ap- 
ply to management techniques as 
well as to materials and processes. 
State laws may become more string- 
ent in safety, hygiene and air pollu- 
tion, and foundrymen must be pre- 
pared to co-operate. 

Noise, a Problem in Industry was 
discussed by H. J. Weber, director 
of safety, hygiene and air pollution 
control, AFS. He covered legislative 
trends, cost of noise control and the 
problem as it concerns foundries. If 
the courts uphold decisions that have 
been rendered, compensation to work- 





ers for loss of hearing could dwarf 
all other industrial health claims. 

Foundries have constant noises like 
the roar of furnaces and intermit- 
tent noises generated by friction, con- 
veyor belts, air compressors, chipping 
hammers, and other tools. Many 
exceed the desirable level. 

Prevention is the best control, but 
that is not always possible. Mr. 
Weber suggested steps a foundry 
should take to guard against unjust 
claims from employees for ear dam- 
age. They are periodical physical 
examinations including an audiogram 
for workers. Also management must 
insist that workers wear protective 
devices for the ears. 

Speaker at Thursday’s luncheon, 
Milton Bruhn, head football coach, 
University of Wisconsin, described 
numerous incidents which played an 
important part in the outcome of 
football games. He then talked about 
prospects for Wisconsin’s 1956 squad, 
and expressed the opinion that the 
outlook was excellent for a good year. 

Dr. Charles E. Irvin, Michigan 
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STACK POURING of Alnico 
magnets, 12 to 16 high. 2% of 
resin produces necessary high 
strength, saves time and space. 











BLOWN SHELL CORES. Non- 
segregating qualities lend them- 
selves perfectly to shell and core 
blowing techniques. 











CHECKPOINTS FOR 
FOUNDRYMEN... 


Vv ECONOMY... Foundries using the PlastiSand 
Process report superior molds with as little as 
one-half the resin content formerly necessary 
with dry resin. 


¥ SHORTER DWELL, FASTER CURE... 
Less time on the pattern and a faster baking 
cycle means more production. 


Vv NON-SEGREGATING. ... Each grain of sand 
is completely and uniformly coated with liquid 
phenolic resin in the PlastiSand Process. 


¥ EXCELLENT HOT STRENGTH... Equal 
or superior to that obtained by the use of dry- 
resin mixes. 


¥ SUPERIOR TENSILE STRENGTH . . 
PlastiSand molds have much greater cold 
strength, a factor gaining importance as new 
stack pouring techniques are developed. 


¥ DUST FREE...An invaluable safety and health 
factor. The absence of dust means healthier 
working conditions, no irritating dust fumes, 
no danger of dust explosion. 


¥ NON-CLUMPING ... Sand, treated with the 
PlastiSand Process is always free pouring— 
regardless of temperatures. 

¥ GREATER PRODUCT UNIFORMITY ... 
Resin-coated sand prepared by the PlastiSand 
Process yields almost identical molds, batch 
after batch. 





This informative booklet may be 
obtained by writing to Acme Resin 


ACME 








an important message 
to foundrymen about 
shell molding and the 


The PlastiSand Process, utilizing liquid- 
resin coated sand in shell molding, was in- 
troduced to foundrymen 4 years ago. 
Before it was offered to the industry, the 
process was tested in numerous foundries, 
large and small, so that every advantage 
claimed for it could be double checked 
and proved. 


Now, after 4 years, with the PlastiSand 
Process in use in over three hundred found- 
ties, the Acme Resin Corporation not only 
repeats these claims, but, from reports 
from these foundries, has found the advan- 
tages to be more positive than when 
originally offered. 


With the increased use of the PlastiSand 
Process in the United States and its accept- 
ance by foundries in Canada, England, 
Germany, Austria, France, Italy and 
Japan, Acme Resin Corporation is increas- 
ing its production capacity with new plants 
in Massachusetts, California and Canada. 

The PlastiSand Process is adaptable to 


dump-box, roll-over and blowing of either 
shells or cores. 


Resin formulation and the coating process covered by Patents 2,706,163 and 2,706,188 


PrastiSand 
ACME RESIN CORPORATION 


1401 CIRCLE AVENUE « FOREST PARK, ILLINOIS 


SEE OUR EXHIBIT AT ATLANTIC CITY—BOOTH 1305 















State College, addressed the confer- 
ence banquet on A Management Is 
as Good as Its Words. Communica- 
tion is of great importance to in- 
dustry. Most industry communica- 
tive efforts suffer from three faults: 
Impatience—failure of management 
to do enough precommunication 
thinking; impenetrability—intentional 
confusion, gobbledegook; and imposi- 
tion—unnecessary bulk. Written com- 
munication should be accurate, brief 
and clear. Spoken communication 
should be instructive, interesting and 
inspirational. 

At the Friday luncheon Vernon 
Thomson, attorney general, State of 
Wisconsin, spoke on Wisconsin— 
Laboratory of Government. He de- 
scribed Wisconsin political and social 
developments since the early years 
of statehood. 

Malleable Iron—lLyle R. Jenkins 
Wagner Malleable Iron Co., Decatur, 
Ill., spoke at the first session on 
Processing of Pearlitic Malleable. 
Two primary requirements are needed 
to produce high quality pearlitic mal- 
leable. 

The first need is for a high degree 
of technical talent to understand, and 
solve production problems as_ they 
arise and to improve the process and 
quality of the product. The second 
is the use of properly designed and 
operated equipment to maintain uni- 
form quality, production rate and 
metallurgical control. 

Processing pearlitic malleable re- 
quires closer control than does stand- 
ard malleable. Mr. Jenkins discussed 
melting variables, covering control of 
carbon, silicon, chromium, boron, 
manganese and phosphorus. The prop- 
er heat treatment of pearlitic malle- 
able also was discussed. 

At the second session, R. J. Mulli- 
gan, the Archer-Daniels-Midland Co., 
Minneapolis, spoke on Casting Scrap 


Due to Cores: Cause and Cure. The 
speaker placed core defects into seven 
classes: Blows, cracks and hot tears, 
erosion (cuts, washes, and scabs), 
metal penetration and rough surfaces, 
deformation and warping, and vein- 
ing. 

Corrections for defects often are 
diametrically opposed, and com- 
promises must be used. One exam- 
ple is elimination of hot tears and 
erosion. The former requires less 
hot strength and higher hot deforma- 
tion; the latter requires opposite cor- 
rections. Proper handling and prep- 
aration of cores and mold surfaces 
are important in reducing defects. 

The Duplex Method of Melting was 
discussed by Eric Welander, John 
Deere Malleable Works, Deere & Co., 
Moline, IIll., at the third session. 
Duplex melting provides a constant 
source of molten metal at a lower 
cost than cold melt process. How- 
ever, it requires a large capital ex- 
penditure which makes small ton- 
nages uneconomical. Savings of 20- 
25 per cent in fuel and 36 per cent 
in labor were cited for duplex over 
cold melt at John Deere. 

Although initial and _ operating 
costs of an air furnace are less than 
for the electric furnace, the flexi- 
bility of the arc furnace often is 
the deciding factor for using it. Abil- 
ity to hold molten metal for ex- 
tended periods was cited, as_ well 
as the elimination of shortage or 
overage of metal at the end of the 
day’s pouring. 

Use of proper raw materials and 
fuel and close process control are 
important from the standpoint of 
quality and costs. 

At the concluding session Cy Sem- 
rau, Hill & Griffith Co., Cincinnati, 
spoke on Scrap Reduction Methods. 
Serap reduction requires application 
of quality control methods to the pro- 





L. F. Krueger, Pelton Steel Castings Co., ticket committee chairman, looks 
on as B. H. Booth, Carpenter Brothers Inc., conference treasurer, sells a 
book of admission tickets to J. S. McKelvey of General Refractories Co. 





duction of castings. For best re- 
sults accurate records should be kept 
on each operation. Proper evaluation 
and use of information on the records 
is essential. No foundry is so small 
that some type of control cannot be 
established with beneficial results. 


Scrap often is generated by equip- 
ment in poor condition. Regular in- 
spection and maintenance of ma- 
chines, flasks, jackets, etc., is manda- 
tory if they are to function properly. 
Tendency of crowding as many pat- 
terns as possible on a plate is bad 
practice. It not only interferes with 
proper gating, but also causes num- 
erous casting defects. 

Steel—Speaker at the first session 
was Clyde Sanders, American Col- 
loid Corp., Chicago, and his subject, 
Casting Surface, Finish, Tolerance 
and Precision. Competition has driven 
most foundries to the matter of finish 
with demands that are unrealistic. 
Sand controls finish and unless fine 
sand is used, smooth finish in steel, 
malleable or gray iron is unattain- 
able. 

“Tolerance” and “precision” claims 
for shell molding and other new com- 
mercial processes have got out of 
hand. Logical considerations in se- 
lecting a molding process are: Unit 
costs of equipment and materials, 
cost of a finished mold, required pre- 
cision, controls needed, competitors’ 
selling price, will a few thousandths 
more metal be more difficult or cost- 
ly to remove, are castings to be 
welded, are they to be annealed, are 
they to be straightened and what 
cleaning is involved? 


Other important points are that 
a casting is only as good as its 
pattern. Fine finish castings can 


be made in fine green sand, and 
the molder has much to do with the 
precision attained in the casting. 

At the second session, W. G. Rine- 
hart, Harnischfeger Corp., Milwaukee, 
discussed Welding in the Foundry. 
Almost any steel can be welded. 
Tensile strength of welds from 60,- 
000 to 280,000 psi can be achieved, 
although the latter still is experi- 
mental. The performance of elec- 
trodes is attributed to coatings 
which shield the arc and prevent oxi- 
dation. Among the newer coatings 
are low-hydrogen types, which con- 
tain calcium carbonate and coatings 
to which iron powder has been added. 
No electrodes are made specifically 
for steel castings. It is the prac- 
tice to use those developed for some 
other application. 

Welding troubles multiply as the 
carbon in the base metal is increased 
above 0.25 to 0.30 per cent. Carbon 
can not be added to electrodes as 
it can to castings. High strength 
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weld metal is obtained from alloys 
in electrode coatings. 

In welding practice, underbead 
cracking results from hydrogen in 
the atmosphere and lack of preheat 
in the base metal. The amount of 
preheat required goes up with base 
metal tensile strength. In all cases, 
preheat should be maintained during 
welding. 

Striking an are on the casting be- 
ing welded is as bad as notching 
the casting. A crack can start from 
the indentation created. 

Magnetic Particle Inspection of 
Steel Castings was covered at the 
third session by Frank S. Catlin, 
Magnaflux Corp., Chicago. He was 
assisted in the question period by 
Ross Shader of the same company. 
Foundries must educate customers to 
better stress design and more realis- 
tic specifications. 

Castings correctly designed and 
shaped to do the job intended have 
great competitive advantages. Un- 
fortunately, however, not all parts 
are designed; frequently they are 
merely drawn up. As a consequence, 
they are unnecessarily complex, with 
ribs, sharp corners and cavities. They 
often look clumsy and are difficult 
and expensive to cast. 

“xperimental stress analysis of a 
casting will reveal how and why 
stress is concentrated and will point 


to the usually simple changes of 
shape that can be made to correct 
the design. 

Since breakage of parts is the 
most likely failure to affect service, 
good foundry practice should include 
an evaluation of the relative severity 
of different types of defects in in- 
creasing stress and contributing to- 
ward failure. The procedure will im- 
prove knowledge of design and help 
uncover problems’ encountered in 
foundry practice. 

Many foundries using design analy- 
sis sell customers on design develop- 
ment and charge for the service. 

Deoxidation of Steel for Castings 
by F. W. Boulger, Battelle Memorial 
Institute, Columbus, O., was the sub- 
ject at the closing steel session. Fac- 
tors influencing success of various 
deoxidizing treatments for steel were 
reviewed. Oxygen content prior to 
final deoxidation can be _ predicted 
from equilibrium’ studies of the 
Fe-C-O system, since it is determined 
largely by the carbon content at 
that stage. Best deoxidation results 
are obtained by combinations of man- 
ganese with aluminum and silicon. 
The manganese doubles the expected 
deoxidizing power of the individual 
materials. 

Ladle holding time is important. 
Data shows that after 4-6 minutes, 
inclusion content is down approxi- 
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mately 90 per cent from what it was 
at the time deoxidizers were added. 
Melt compositions also influence the 
effectiveness of deoxidation. 

Pattern—Martin C. Ehrman, In- 
ternational Harvester Co., Milwaukee, 
spoke on Epoxy Plastic Pattern 
Equipment in the opening pattern 
session. Milwaukee Works has com- 
pleted its first year using epoxy 
plastics with successful results. Sav- 
ings as high as 75 per cent over 
new wood. patterns have _ been 
achieved by making plastic patterns, 
using old patterns as models. Ex- 
perience indicates that use of 4- 
in. of the plastic over a rough fin- 
ished metal backing produces the 
most successful pattern, eliminating 
many difficulties due to brittleness of 
plastic. 

Cleanliness of the metal backing 
is important to insure proper bond- 
ing of plastic; holes drilled through 
metal also help anchor the plastic. 
Advantages cited along with original 
cost were savings in repair cost, es- 
pecially coreboxes used for blown 
cores (often back in production with- 
in an hour), and elimination of sand 
sticking to patterns and coreboxes. 

Capable wood patternmakers, ex- 
perienced in plaster and clay, are 
required to produce good plastic pat- 
terns. 

The second session featured a talk 
by H. Wesley Stokes, Kilbourn Pat- 
tern Co., Milwaukee, on Pattern De- 
sign Specifications. Mr. Stokes dis- 
cussed patterns for production found- 
ries. Such patterns and coreboxes 
should be made of hardwood or alumi- 
num reinforced at proper points with 
steel. Pressure-cast aluminum pat- 
terns should be scraped all over and 
sandcast patterns machined. In both 
cases, core prints should be machined. 
Corebox cavities should be machined 
and hand finished. Patterns should 
be normalized, and in addition, core- 
boxes should be heat treated. 

Many problems faced by foundry- 
men can be eliminated by close co- 
operation between patternmakers and 
foundrymen. Also workmanship and 
standards of the entire industry can 
be raised. 

Robert L. Selberg, Caterpillar Trac- 
tor Co., Peoria, Ill., addressed the 
third session on Production Pattern 
Equipment as Used at Caterpillar 
Tractor Co. That company’s pattern 
equipment is overdesigned intentional- 
ly so that cast parts will assure 
long life of the end product equip- 
ment. Design changes are gradual 
and are thought out years ahead. 

Foundrymen and_ patternmakers 
can be employed advantageously in 
design and purchasing departments. 
The experience makes them valuable 
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Proven performance — simplicity — flexi- 
bility — power — speed. 


Redfords are keeping pace with progress in 
the foundry. From the first bench type to 
the new No. 4... all Redford Core Blowers 
are designed to meet your demand for better 
cores at lower cost, regardless of production 
requirements. 


For complete information, write for our 
detailed literature. 
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A Progress Report at Fairbanks, Morse-Kansas City 


A year and a half of operation at F-M’s new 


Kansas City foundry provides a story of production efficiency 


: new foundry of Fairbanks, Morse & 
Co. at Kansas City, Kansas, is actually 
made up of four separate foundries. Gray 
iron castings are produced in three of these 
areas while non-ferrous and stainless steel 
castings are produced in a fourth. 


In designing the plant, the requirements of 
each class of work received full considera- 
tion. Thus, the equipment for the production 
of the very light work is considerably differ- 
ent than that used for the heavier work. 
However, the entire mulled sand requirement 
of the plant is handled by Speedmullors. 





A close-up of the Hydra Slinger and its opera- 
tor. Over two-hundred-twenty deep 38 x 42 
inch molds are rammed on each shift. 


One of these Model “80A” Speedmullors fully mulls over 350 tons of molding 


sand to exact specification on each shift. 


rt 
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FIVE SPEERMULLORS prepare all of the 
molding and core sand in the foundry to 
FM‘s exact specifications. Two Model ““80A’’ 
Speedmullors handle all of the molding sand 
for the light and intermediate molding units. 
Three smaller Speedmullors are used for the 
heavy molding unit, the non-ferrous and 
stainless steel foundry, and the core room. 


One of the Model “‘80As’’ thoroughly mulls 
and cools over three-hundred-fifty tons of 
molding sand on each eight hour shift. Up to 
395 batches are prepared on each shift and 
specifications are held exactly from batch to 
batch. The total mulling cycle for this mullor 
is only sixty-seven seconds including batch 
injection, mulling, cooling and discharge. 
Mulltrolmatic controls handle the cycle timing 
with precision. 


These sand requirements are made necessary 
by the great ramming capacity of the Super 
Hydra Slinger supplied with mulled sand 
from this mullor. This slinger rams over two- 
hundred-twenty deep 38 x 42 inch molds on 
each eight-hour shift. This large work is 
handled on a B & P Roto-Mold turntable of 
special design. Even with this high produc- 
tion, patterns can be changed on this table in 


moments... that’s real flexibility. 


THE HYDRA-SLINGER rammed molds are 
rolled over and drawn from the patterns ona 
single B & P 1020 RCX Rol-A-Draw machine. 


“gg NROSLEY& Pipg, 
= SPEEDMULLOR= 





Rol-A-Draw. 











B&P M-alloy tips and liners are used exclu- 
sively on FM’s slingers. Here an M alloy liner 
is reversed. 





Fast accurate operation is essential, and im- 
portant Rol-A-Draw features like automatic 
cycle control and automatic flask equaliza- 
tion make all the difference. 


Another slinger on FM’s heaviest work is also 
supplied with Speedmullor mulled sand. On 
this unit, molds up 60 x 60 inches in size are 
rammed. Approximately fifty or sixty molds 
are rammed on each shift. 


THE FULL STORY of this outstanding plant 
was recently featured in Better Methods mag- 
azine. A copy of this completely illustrated 
article will be sent on request. Use the reader 
service card in this publication. 


All of the Hydra Slinger rammed molds made on the Roto-Mold 
unit are quickly rolled over and precisely drawn on this B&P 
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as liaison men between their depart- 
ment and the foundry and pattern 
shop. 

The concluding session heard Harry 
Weaver, Brillion Iron Works, Inc., 
Brillion, Wis., discuss Pattern Equip- 
ment for Shell Molds and Shell Cores. 
When Brillion started shell molding 
in late 1951, the company had to 
build its own dump box machines. 
Three machines have been built with 
accommodation for 20 x 32-in. pat- 
tern plates. 

Present shell mold equipment uses 
electric pattern heating elements de- 
signed to operate at 500° F. Alloy 
gray iron, which is close grained, is 
found to be the best pattern material. 
It must be polished and there must 
be no back draft. Equipment that 
has produced 50,000 molds shows 
little wear. Aluminum is satisfactory 
as a pattern material also, although 
it is more open grained. Brass is 
good, too, since it has high heat 
conductivity. Chromium plating of 
patterns has been tried and seems 
satisfactory, but experience with it 
is limited. 

The use of shell cores has shown 
many advantages, and they are be- 
ing produced by standard practice. 

In the question and answer period, 
Mr. Weaver said that insofar as his 
company is concerned shell molding 
provides greater latitude than the 
previous molding method. However, 
it is just one more casting process 
and is not a cure-all, he said. Prac- 
tice involves use of a cold coated sand 
with 6 per cent dry resin binder 

Nonferrous — Opening session on 
nonferrous practices featured a dis- 
cussion on Effect of Gating Design on 
Casting Quality by Hans J. Heine, 
technical director, AFS. Since 1947 
the society has sponsored research 
in gating of light metals which has 
resulted in many practical recom- 
mendations. Some of those dealing 
with horizontal gating include keep- 
ing crucible lip close to sprue open- 
ing, filling the sprue quickly, using 
a tapered sprue, enlarging the sprue 
base, placing the runner in the drag 
and the gates in the cope and avoid- 
ing sharp corners and abrupt changes 
in the flow channel. 

In vertical gating a tapered, rec- 
tangular sprue is preferred. Runner 
should have twice the cross sectional 
area as that at the bottom of the 
sprue. Gates should have a larger 
opening into the casting cavity than 
the attachment to the runner. A 
side riser prevents turbulent metal 
from entering the cavity, and a web 
connection between riser and cavity 
promotes uniform flow into the lat- 
ter. 

Victor M. Rowell, Harry W. Dietert 
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30,000 and 40,000 pound 


Universal 


Testing Machines 








These low-cost machines will answer all 
your questions about the tensile, transverse, 
and compression strength of metal parts. 
They will apply up to the equivalent of 
200,000 Ibs. per sq. inch (on a .505 specimen). 


Only two simple controls operate these hy- 
draulically powered, automatic machines. 
Large gauge gives accurate reading instantly. 
Weight: 500 lIbs., height: 4’-4”. Equipped 
with motor, gauge, grips, and blocks. 

Ask us for more information or send us your 
requirements for a quotation, as this Uni- 
versal machine can be modified many ways. 
Standard and special Brinnel hardness 
testers, ductility testers, and tensile testers 
also available. 
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Reda Stack-Loading melting furnaces 
for ferrous and nonferrous metals have 
been designed and built by experi- 
enced foundrymen for foundrymen 
everywhere. That is why Reda fur- 
naces provide advantages far beyond 
those found in other, and more e n- 
sive types; that is why, with da 
furnaces there is less down time for 
maintenance, longer uninterrupted 
melting runs, and lower melting costs. 

Another feature is the Reda Burner 
arrangement which can operate from 
oil and gas simultaneously or be 
switched from one fuel to the other 
instantly. Write or phone for complete 
details. 


REDA FURNACE 
REDA PUMP COMPANY @ BARTLESVILLE, OKLA. 
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CAR BOTTOM 
FURNACE... 


JOHNSTON EQUIPMENT 
For the FOUNDRY 


@ Melting Furnaces 

© Heating Torches 

© Ladle Heaters 

¢ Heat Treating Furnaces 
© Burners, Blowers, Controls 


... has tripled our annealing capacity. We particular- 
ly like its mechanical features—the Fluid-drive unit 
for the car, the automatic, power-operated door, 
and the one push button firing. The mechanical seals 
are a tremendous improvement over the old sand seals. 
On the basis of our experience we recommend 

it highly.”’ 

LES ALEXANDER 
Plant Engineer 
MINNEAPOLIS ELECTRIC 
STEEL CASTINGS CO. 


IN DESIGN AND MANUFACTURE 


For More Information on 
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Only Semet-Solvay has 4 coke plants to 
serve you. There’s one in your vicinity. For 


fast service, for dependable, uniform coke 
that means “Better Melting” specify Semet- 
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Co., Detroit, addressed the second 
session on Synthetic Sand Practice. 
Molding sand, like a machine tool, 
is a metal-forming device. It must 
have the same care. Synthetic mold- 
ing sands should be formulated with 
proper screen analysis sand and no 
more than two or three additives. 
Water is the most important addi- 
tive. Other properties are unim- 
portant if moisture content is not 
what it should be. In fact, it is im- 
possible to change one property with- 
out affecting others. 

Mr. Rowell described various sand 
properties and defined flowability as 





Session Speaker H. H. Kessler, 


Sorbo-Mat Process Engineers, 
left, with J. J. Broecker of 
Lakeside Malleable Castings Co., 
a co-chairman of the conference 


a sand’s ability to ram _ uniformly 
against ali pattern surfaces. Ram- 
mability is the ability of sand to 
react to ramming to reach its opti- 
mum properties. Although labora- 
tory sand tests do not necessarily 
show the same results as mold tests, 
they may be correlated. An advan- 
tage of laboratory tests is that they 
can be duplicated and comparisons 
made. 

In general a low moisture sand 
with good flowability usually will 
produce the best results. 

Users of brass and bronze castings 
are getting higher quality in these 
castings than ever before and the 
demand for such quality is increas- 
ing. For such quality to be attained 
and maintained, the foundry must 
have a quality control program. These 
were statements made by F. L. Rid- 
dell, H. Kramer & Co., Chicago, in 
addressing the third session. His 
subject was Brass and Bronze Found- 
ry Practice Emphasizing Quality and 
Quality Control. 

A quality control program must 
govern casting design, raw materials, 
foundry practice, equipment and the 
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Under the raw ma- 
terials heading, subdivisions to be 
watched are metal, molding ma- 
terials, fuel and refractories. The 
foundry practice heading embraces 
melting, pouring, gating and risering. 

Foundry problems were discussed 
in an Information Panel at the final 
nonferrous session. Panel members 


human element. 


were: Hans Heine, technical director, 
AFS: F. L. Riddell, H. Kramer & Co., 
Chicago, and Victor M. Rowell, Harry 
W. Dietert Co., Detroit. Among the 
problems discussed were gating, gas- 
sing, casting design and sand formu- 
lation. It was pointed out that most 
casting difficulties originate with de- 
sign. For that reason it is extreme- 
ly important that designers, custo- 
mers, foundrymen and patternmak- 





Grace Quick, registered nurse 


Harvester 
vision tests 


from _ International 
Co., demonstrctes 


ers meet to establish a design which 
will meet the needs to be imposed 
on the final product. The advantages 
of stress coat and strain gage test- 
ing in developing proper design were 
discussed. 

Most foundry problems can _ be 
solved if operators will keep accurate 
and complete quality control charts, 
drawings and other records. Their 
intelligent use will help in future de- 
sign and production of castings. 

Gray TIron—-At the opening gray 
iron session, Prof. Philip C. Rosen- 
thal, University of Wisconsin, dis- 
cussed Metallography of Cast Iron. 
A relationship exists between struc- 
tures and properties, and gray iron 
is extremely structure sensitive with 
properties reflecting the structures. 
Slides illustrated gray iron structures 
such as ferrite, pearlite, and others, 
and showed wedge bar test results on 
correlation of effect of cooling rate 
on structure and hardness. 

Tensile strength essentially is de- 
termined by the size, shape and dis- 
tribution of graphite and the condi- 
tion of the matrix which are reflec- 
tions of chemical composition and 
cooling rate. Correlation between 
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hardness and _ tensile 
limited since adverse distribution of 
graphite decreases tensile strength, 
and cementite, the hardness micro- 
constituent, cannot be increased in- 
definitely due to its brittleness. Ma- 
chinability largely is determined by 
the amounts of ferrite, pearlite, 
steadite and cementite in the matrix. 

New Developments’ in Melting 
Equipment for gray iron was the 
topic of H. W. Schwengel, Modern 
Equipment Co., Port Washington, 
Wis., at the second session. One ex- 
ample is the closed-top, water-cooled, 


strength is 





CUPOLA 





LINING REPAIRS 


DUREGAN, when applied pneumatically with air 
guns to the melting zone of the cupola, enables the re- 


hot-blast type such as used at Ford 
Motor Co., Dearborn, Mich. (FOUND- 
RY, December, 1954). Another is the 
cupola with the water-cooled shell, 
hot-blast type and closed top with 
no refractory above the tuyeres, and 
a carbon lining below the tuyeres. 
Such a cupola has been operated two 
weeks without dropping the bottom, 
banking the cupola overnight. 

At the third session Harry H. 
Kessler, Sorbo-Mat Engi- 
neers, St. Louis, discussed Gates and 
Risers, stating that to produce good 
castings consistently it is necessary 


Process 


oc BETTER= FASTER= 








“*< 


placement of the burned out lining to be made in the short- 
est possible time with a minimum amount of drop-off. 


DUREGAN is 


silicious mixture prepared from 


carefully selected and washed Quartz pebbles and sands 
thoroughly coated with high quality Plastic Fire Clay 
and other bonding agents. The thoroughly coated Silica 
grain induces the cementing action which firmly holds 
the Quartz pebbles into place with minimum rebound. 
Operating cupola temperatures develop the necessary 
ceramic bond that welds this applied mass into a strong, 


dense lining. 


DUREGAN is screened to meet the requirements of 
all standard equipment now employed for this type of 
cupola lining. Shipments are made either in multiwall 


bags or in bulk, as the customer specifies. 


DUREX 


REFRACTORIES CO. 


JACKSON, OHIO 
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Produce cleanér castings 


--. with ladle linings made of 
J-M 3X Blazecrete — the hydraulic setting refractory 


J-M 3X Blazecrete makes possible 
cleaner castings because it has 
great ability to resist penetration 
and attack by molten metal. 

3X Blazecrete . . . the 3000F 
refractory ...is easily and quickly 
applied . . . mix with water like 
ordinary concrete, and slap-trowel 
to desired thickness. Hardens 
without application of heat. Con- 
tains no harmful irritants . .. safe 
even for hand application. 3X 
Blazecrete is furnished as a dry 
mix, and may be stored indefinitely 


Whether you gun it... 





PRODUCTS 






without deterioration. 

Longer lasting linings can be 
built with 3X Blazecrete because 
it is spall-resistant, withstands 
slagging action and has negligible 
shrinkage. 

Send for free brochure on 
Blazecrete (RC-28A) describing 
its properties and uses. To obtain 
your copy—as well as additional 
application details—write Johns- 
Manville, Box 60, New York 16, 
N. Y. In Canada, Port Credit, 
Ontario. 


, WwW 
or slap-trowel it... * 





JM Johns-Manville BLAZECRETE 


BUILDS BETTER REFRACTORY LININGS 
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to maintain uniformity in sand, cores, 
coke, metal composition, and melting. 

Riser size may be determined by 
multiplying the casting weight by 
factors based on the liquid shrink- 
age and riser efficiency of iron com- 
positions. Factors are 0.02 for class 
25 iron; 0.05 for class 30; 0.13 for 
class 40; 0.20 for class 50; 0.33 for 
class 60, and 0.38 for nodular iron. 
The figure obtained is the weight of 
riser above the mold joint, and to 
that a suitable addition must be made 
for the heel or portion below the 
mold joint. Suggested riser diameter 
is 14% times maximum casting thick- 
ness, and height twice the diameter. 
For risers 4 in. or less in diameter, 
the neck area should be one-half 
the diameter in square inches while 
for over 4 in. risers the neck should 
be equal to the diameter in square 
inches. 

At the final session Earl E. Wood- 
liff, Foundry Sand Service Engineer- 
ing Co., Detroit, discussed Almost 
Every Foundry Can Have Improved 
Sand. Sand control begins with the 
selection of the sand which should 
not be too coarse or too fine since 
the one leads to surface roughness 
and penetration troubles while the 
other leads toward scabs, buckles, 
and similar defects. Since those dif- 
ficulties result from sand character- 
istics, it is essential that sand mix- 
ing and control be placed in the hands 
of an individual with proper knowl- 
edge. 

Sand mixing equipment should be 
maintained in good operating condi- 
tion, and the bins should be cleaned 
out regularly to eliminate sticking 
sand and stratification. Molding ma- 
chines should be kept in good condi- 
tion since troubles in mold produc- 
tion often are blamed on sand con- 
ditions instead of upon mal-function- 
ing of the machines. 

All materials—sand, additives, 
binders—should be weighed accurate- 
ly to obtain consistent results. Ex- 
pansion and other troubles could be 
minimized by presence of such ma- 
terials as fireclay, seacoal, pitch and 
cereal which act as cushions between 
the sand grains. 


ICI Acquires 49th Member 


Arwood Precision Casting Co., 
Brooklyn, New York, has become 
the 49th member of the Investment 
Casting Institute, Chicago. The ICI 
is composed of producers of parts 
made by the investment casting proc- 
ess. Arwood is a large producer of 
nonairfoil-type castings. WwW. i.z- 
Matthes, vice president of Arwood, 
will serve as official company rep- 
resentative to the institute. 
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Ask Crucible Steel about shell molding with General 
Electric shell resins and you'll get a glowing report on 
better castings at lower cost! For Crucible finds the shell 
process ideal for casting parts in its new Rexalloy*—a 
super-hard alloy that’s too tough to machine easily, too 
expensive to waste through machining allowances. Shell- 
molded Rexalloy parts are often usable as cast—far 
smoother and sharper than conventional sand castings— 
much less expensive than investment castings. To obtain 
these benefits, Crucible uses G-E shell resins, relying on 
them for batch-after-batch uniformity and properly bal- 
anced properties. *Reg. trademark, Crucible Steel Company of America 


How can shell molding help YOU ? 


General Electric offers a number of products to help foun- 
drymen get maximum benefits from the shell process: G-E 
phenolic shell-molding resins to form light, dimensionally 
accurate molds . . . G-E silicone release agents to free 
molds easily from patterns . . . G-E phenolic bonding 
resin to cement shell halves together. 


Progress /s Our Most /mportant Product 


GENERAL @@ ELECTRIC 
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Ask G.E. about shell molding! 


General Electric maintains a shell-molding labo- 
ratory in Pittsfield, Mass., to help users and 
prospective users of shell molding solve prob- 
lems and evaluate the process. G.E. also offers a 
28-page manual describing the techniques and 
benefits of this new foundry method. Just mail 
the coupon for a free copy! 


FREE SHELL-MOLDING MANUAL! 







‘ 
d 

















4 

General Electric Company | 
Section 6F3A1 I 
Chemical and Metaliurgical Division 1 
Pittsfield, Massachusetts I 
es I 

Please send me a free copy of G-E Shell Molding Manual. | 
( ) Weare presently using the shell-molding process. J 

( ) We are interested in the shell-molding process. ! 

I 

Name : 
Firm I 
Street 
City Zone State - 
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CASE NO. 186] 
PATIENT Sick cost! 
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“Hmmm, here's another case, 
same old trouble.’’ 


“Wow! We've never had a casting 
like that before!" 


CASE NO. 1861 


: ly castio 
PATIENT Sick, cost MMD* 
CO, STM 
or FOSE 
pocTor Doct CO FEEDEX® 


TREATMENT FOSECO *©———— 
¥ e healthiest casting 


RESULTS WOW! He's 


Re he actually cos 
there ever JOR . ler. He even costs less t0 


his feeding hea 
clean and his skin is 5? mnooth. 


FEEDEX® (féd '&x)—A moldable exo- 
thermic anti-piping compound for increased 
feeding efficiency. Made of strongly heat- 
producing materials. Mixed with water and 
molded into shapes such as sleeves for lin- 
ing the inside of risers in molds, etc. 

Feedex is ignited by the metal entering 
the riser and sets off an exothermic reaction 
keeping the head-metal liquid and open for 
a much longer time to the feeding action 
exerted by atmospheric pressure. Heat loss 
is reduced as the insulating properties of 
the burned out material are greater than 
those of molding sand. 


“This'll fix him up!"’ 


ts less *cause 





ADVANTAGES — Feeding efficiency in- 
creased, size of risers reduced; with correct 
use, casting yields are in the region of 80% 
to 90%. 

Reduction of head size means: more cast- 
ings produced from the same melting ca- 
pacity; castings on which it is difficult to 
provide adequate heads due to design can 
be produced sound and free from shrinkage 
porosity; reduced cleaning costs. 

Feedex is not confined to sleeve applica- 
tion. When molded it can be applied at any 
position in the mold, helping to obtain 
directional solidification. 


ea Sclentific Treatment of Molten Metals, Molds and Dies 
For move information just call or write. You'll get action, fast! 


FOUNDRY SERVICES, 


2000 BRUCK STREET 


INC. 


COLUMBUS 7, OHIO 





Feedex is a material especially made and adapted for use in making articles of manufacture covered by 
U.S. Patent No. 2591105 . 
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Malleable Founders Schedule 
Market Development Conference 


Seventh annual Market Develop- 
ment Conference of the Malleable 
Founders’ Society will be held Apr. 
12-13 at the Edgewater Beach Hotel, 
Chicago. 

The first day’s program, starting 
at 9:30 a.m., will be devoted to so- 
ciety activities, including reports by 
the advertising, research and market 
development committees. The hand- 
book committee will report on prog- 
ress on revision of the handbook. 
Lowell D. Ryan, managing director, 
will report on a special market sur- 
vey conducted by the society. 

Speakers on the first day will in- 
clude James H. Lansing, technical and 
research director; L. E. Young, Su- 
perior Steel & Malleable Castings Co., 
and Carl Liebau, Federal Malleable 
Co., president of MFS. James Hallock, 
Albion Malleable Iron Co., will serve 
as conference chairman. 

The after-dinner speaker Thursday 
night will be William Gove, president, 
EMC Recording Co., St. Paul. 

The entire second day will be de- 
voted to a view of the industry by 
outsiders, as reported by purchasing 
agents and engineers. In addition, 
all members attending will discuss ex- 
amples of conversions they have de- 
veloped. 

Second-day speakers include Roy 
Webb, purchasing agent, Templeton- 
Kenly Co., Broadview, Ill. Thomas 
Seavy, master mechanic, Pontiac Mo- 
tor Division, General Motors Corp., 
and representatives of Central Found- 
ry Division GMC, will describe the 
development of the pearlitic malleable 
crankshaft now used on all Pontiac 
cars. 


Book Review 


FBI Register of British Manufac- 
tures—1956, 28th ed., published by 
Kelly’s Directories Ltd. and Iliffe & 
Sons Ltd. for the Federation of Brit- 
ish Industries, cloth, 742 x 9% in., 
1110 pages. Price 42s.0d. 

A comprehensive and_ accurate 
guide to a substantial cross section 
of British industry, this 1956 edition 
of the FBI Register lists the prod- 
ucts and services of more than 7000 
member firms under more than 5000 
alphabetical headings. French, Ger- 
man and Spanish glossaries give 
translations of every product term 
used in the main buyers’ guide, and 
each is numbered for easy reference. 

Other sections include a complete 
alphabetical directory of FBI member 
firms which lists full names, ad- 
dresses, range of products or serv- 
ices and, in many instances, such 
additional information as branch of- 
fices, overseas agents, subsidiary 
companies and other data. 
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THE NEXT MEDICAL MILESTONE...CONQUEST OF CANCER? 





In a few short years we’ve seen the discovery of 


antibiotics, new wonder drugs for tuberculosis, a vaccine 


for polio. We will see the conquest of cancer, too, 


if people want it badly enough. Last year the American 


Cancer Society was unable to fill requests for research 
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funds totalling almost $3,000,000. The reason—not 
enough money. Did you give all you could? 


Will vou give all you can? 


AMERICAN CANCER SOCIETY 








GENTLEMEN: I want to help conquer Cancer. 


(—) Please send me free information about 
Cancer. 


[1 Enclosed is my contribution of $ to 
the Cancer Crusade. 








NAMI 

ADDRESS 

CITY ZONE STATE 

MAIL TO: Cancer, c/o your town's Postmaster 


to 
~~ 
as | 








View of 12 x 18-in. shell mold halves, a two-cavity 
shell core and a finished brass sink trap casting 


Molds are poured after shell cores have been set and 
shells have been pasted together to form finished mold 





Shell Molding of Brass Sink Traps 


in every sink trap casting pro- 

duced at the Trenton Brass Co., 
Trenton, N. J., since it converted re- 
cently to use of shell molds and shell 
cores for this job, according to M. W. 
Schultz, president. 

The high-precision shell molds and 
cores permit the foundry to main- 
tain more uniform thickness through- 
out the casting, thus reducing its to- 
tal weight. In addition to this and 
other savings, the castings are said 
to be smoother and cleaner in appear- 
ance than formerly, with no loss in 
strength. Cleaning is virtually elimi- 
nated. Overall foundry costs reported- 
ly were reduced 30 per cent. 

The Shalco shell equipment used 
to produce molds and cores for these 
castings includes one manually op- 
erated 18 x 24-in. two-station shell 


Fin « ounces of brass is being saved 


molding machine, one 6 x 12 x 18- 
in. corebox size manually operated 
shell core blower and two pin-type 
shell fusers for joining together the 
shell halves. 

All four pieces of equipment are 
operated by two men, who also set 
the cores and arrange the molds on 
the floor for pouring. All of the 
equipment is located in one corner 
of the pouring room floor. 

Production schedule maintained by 
the two operators each eight-hour 
shift includes a minimum of 900 12 
x 18-in. shells and 500 shell cores in 
a two-cavity metal corebox, in addi- 
tion to the setting of cores and past- 
ing and joining of the 900 shells into 


450 complete shell molds. The molds 
are poured without backup. 

Since this production schedule for 
the brass sink trap casting is suf- 
ficient for the company’s daily re- 
quirements for this item, it is pos- 
sible to operate the machines two 
shifts for two weeks each month, 
store the finished molds until cast- 
ings are needed, and use the machines 
for other jobs during the remainder 
of the month. 

The company states that the 30 
per cent overall saving in foundry 
cost makes no allowance for the re- 
duced space required for the mold 
and coremaking, nor for the elimina- 
tion of core driers and baking time. 


After investment, the 18 x 24-in. shell mold is cured. Next, it is broken in 


halves which form finished mold after core is set. Pin-type fuser is at right 
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HYSTER INDUSTRIAL TRUCKS 
MOVE MATERIALS FASTER! 


| at Greater PROFIT to You 





Pictured above is one of many typical examples 
of how Hyster® Industrial Trucks are helping to 
effect tremendous savings in the cost of materials 
handling in Foundries. 

Even if you are now using lift trucks or have 
never used industrial trucks of any kind, your 
Hyster dealer can show you how you can quickly 
realize more profit from your operation with 
these multi-purpose utility tools. Your Hyster 
dealer knows materials handling . . . he is an ex- 
pert on the problems and their solution. He can 
help you with special techniques and cost re- 
ducing methods. Call him today...why not take 


advantage of his materials handling know-how? 


2902-30 N. E. CLACKAMAS, PORTLAND 8, OREGON 
1010-30 MYERS STREET...... DANVILLE, ILLINOIS 
HYSTER N.V. .....NIJMEGEN, THE NETHERLANDS 


FOUR FACTORIES: Portland, Oregon; Danville, lilinois; 
Peoria, Illinois; Nijmegen, The Netherlands. 
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LP-Gas equipped YC-40 at Atlas Foundry. Used for smaller work- 
horse materials handling such as barrels of small castings and 
pig iron, palletized finished castings and assembled units. 


HYSTER DEALERS 
GIVE YOU ALL 3! 


PLANNING — your Hyster Dealer will pian your 
materials handling operation from scratch, or 
will analyze your present system to see if it can 


be improved. 


THE RIGHT TRUCK —for your job from Hyster’s 
? complete line of industrial trucks (1,000-30,000 


Ibs.) and over 100 job-attachments. 


shop facilities, factory-trained mechanics and an 
efficient field service that keep your Hyster lift 
trucks going on your job, wherever your job 
might be located. Hyster trucks are noted the 


3 THE RIGHT SERVICE—ample spare parts stock, 


world over for their low downtime. 


Materials Handling Trucks from 


1,000 to 30,000 pound capacities 






















The MATERIAL HANDLING 


INSTITUTE'S EXPOSITION 


Cleveland. Okés 


PUBLIC AUDITORIUM 
JUNE Sth THRU 8th 


VISIT BOOTHS 
1116 and 1422 





HYSTER company 














Big Stocks of Glass Materials 


in 9 NEFF & FRY Bins 


Barytes, cullet, feldspar, lime- 
stone, salt cake, silica sand, slag, 
soda ash—these are the materials 
handled and stored in Neff & Fry 
Bins at Foster-Forbes Glass Co.. 
Marion, Ind. Four of the nine bins 
are shown in the photograph. 

It would take this entire 
space to list all of the flowable 
bulk materials for which our bins 
are used. In many cases, consid- 
erable ingenuity is required to 
meet the loading and unloading 
situations. That s when our engi- 
neering knowledge plays an im- 
portant part. 

Chances are you’d select our 
bins for your bulk materials if you 
knew all the reasons. Ask for our 
folder, “Bins With the Strength of 


Pillars.” 


Not exported except to 
Canada and Mexico 
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CHILL NAILS ana SPIDERS 


Choose any style chill nail from jumbo to stubby; 
slim, medium, or horse nail blade; blunt, pointed, 
straight or 90° bent. Same types available in Stain. 
less, Brass, Aluminum; Copper coated to order. Spider 
Chills, jumbo or horse nail legs-—double or single 
Available in various sizes and types; also made to 
your individual specifications 


Write for detailed descriptions and prices. 





ORSE NA/L CORP 


NEW BRIGHT(¢ 


steel 


prooucrs 





State University of lowa 


Offers Management Course 


College of Engineering, State Uni- 
versity of Iowa, will offer its 17th 
management course, June 11-23, in 
Iowa City, Iowa. Im addition to in- 
tensive instruction, the course in- 
cludes a series of talks by authori- 
ties on new developments, applica- 
tions and problems in management 
techniques. The program is designed 
for such persons as factory man- 
agers, foremen, industrial engineers, 
methods and time-study analysts, 
cost men, office executives and others 
in related work. 

Areas to be covered include pro- 
duction planning, job evaluation, mo- 
tion and time study, wage incentives, 
plant layout, material handling, qual- 
ity control, supervisory training, la- 
bor relations and legislation, organ- 
ization and policy, engineering eco- 
nomic analysis and public speaking. 
The regular university teaching staff 
will be augmented by men from a 
variety of industries and other educa- 
tional institutions. 

Fee for the course is $200. Lunch- 
eon and dinner sessions are $26 and 
number 12 and 3, respectively. Uni- 
versity dormitory facilities will be 
available for persons who desire such 
accommodations. Rooms also are 
available in Iowa City hotels. 

Inquiries concerning the course 
should be sent to J. Wayne Deegan, 
122 Engineering Bldg., State Uni- 
versity of Iowa, Iowa City, Iowa. 


Holds Landscaping Competition 


The fourth annual Industrial Land- 
scaping Awards will be presented 
this year by the American Associa- 
tion of Nurserymen. The awards are 
designed to help companies improve 
their community and employee rela- 
tions. Competition for the 1956 
awards ends Sept. 1. A folder de- 
scribing the contest will be sent upon 
request to the association, at 10 East 
43rd St., New York 17. 



































‘Every time she walks by I feel a strange 
pulsation running through me."' 


on 
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If you were to see such an advertisement Prophetic words those! Little did the experi- 
would you think it a fraud? If you considered menters of 1921 realize what a monster they 
it possible, would you think it was a develop- had by the tail. In undramatic language, the 
ment of this atomic day in which we live? writer of this treatise suggested that uranium 
steel would “increase tool life” and concluded 
by saying, “Uranium steel marks the greatest 
single advance in alloy steels in recent years.” 
This evaluation of Uranium steel proved to be 
far too optimistic. It was difficult to control and 
never won for itself a place in industry. 


Believe it or not, ferro uranium was produced 
and uranium steel was produced not this month, 
or this year, but more than thirty-five years ago. 

A treatise published in 1921, giving a full 
account of this unbelievable ferro-alloy said 
in part: 

“Uranium is supplied to the steel manufac- 
turer in the form of Ferro-uranium. No 
difficulties in its employment are found, 
provided that reasonable precautions are 
taken in its addition; such precautions are We’re proud to be a part of the alloy steel 
explainable by the remarkable chemical industry for whom we have produced quality 
activity of uranium.” ferro-alloys for almost a third of a century. 


So we don’t have any ferro-uranium for sale, 
but we are proud of an industry that has enough 
imagination to run thirty years out beyond the 
frontiers of scientific knowledge. 


OHIO FERRO PRODUCTS 
FERRO-SILICON 25-50- © LOW CARBON FERRO- : 
65 - 75 - 85 - 90% CHROME SILICON Briquets 
SPECIAL BLOCKING 50% STD. FERRO-MANGANESE 
FERRO-SILICON SILICO-MANGANESE SILICON 
SILICON METAL MED. CARBON FERRO- MANGANESE 
LOW CARBON MANGANESE 
FERROCHROME BOROSIL pipe 
HIGH CARBON FERRO- SIMANAL 
CHROME © RARE EARTH ALLOYS CHROME 


LN 
S * » 
- 7 
‘ PHILO Tre aay : 
qn TP / 
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ss 


¥ TACOMA ! 
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Cio fur Alloys Y 
Canton G io 


Chicago Detroit Pittsburgh 
Minneapolis Birmingham §S aNncisco os Angeles 
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ottoble trends a the ase or refoacrores 








Laclede-Christy offers simplified way 
to get exact-purpose fire brick 


It’s highly profitable, of course, to use refractories exactly suited to 
each application. There’s a simple way to do this. That is to rely upon 
one source which offers you each refractory type and grade you may 
need — plus the quality and service you expect. 


Laclede-Christy produces 68 different varieties of fire brick and other 
refractories — to meet a wide temperature range. From this outstand- 
ing selection you are certain to obtain the types and grades that serve 
your needs best. 


Laclede offers you refractories custom-typed for your use —not just 
a product line. Laclede brands such as Spallac, King, Laclede 70, 
Peerlac, Wallac, Canon City, Marvel and Clearco justify their excel- 
lent reputation and acceptance. Laclede checker brick, cupola blocks, 
tile and many other items also meet Laclede’s and your “‘quality- 
first’’ standards. 

If you need help to determine your exact-purpose fire brick, Laclede- 
Christy offers that too. So, for a profitable trend in your use of refrac- 
tories, get together with Laclede soon. Your representative is nearby. 
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H. K. PORTER COMPANY, 
2000 Hampton Ave. « St. Louis 10, Missouri 


INC. 
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(Shipments of castings—net tons?) (Shipments of castings—1000 pounds!) 
Shipments. Shipments : 
Unfilled Perm. Unfilled 
Total For Sale Orders? Total Sand Mold Die Orders? 
1953 . 970,506 578, 749 iano 1953 658,022 214,553 200,025 239,330 ...... 
1954 1954 
Dec. . 80,599 49,005 6 Dec. 64,045 13,753 23,629 26,017 99,556 
Total ...... 812.016 461.982 eens Total 624,973 158,473 214,408 245,291 ...... 
1955 - 
Jan. 82,028 48,000 99.81 an. 64,414 13,358 23,679 26,819 102,382 
Feb. .. 85,979 48,721 Bg Feb. 66,869 13,579 24,319 28,234 108,939 
Mar . 102,364 60,063 99,730 Mar. 78,958 16,019 29,029 33,229 110,046 
Apr. 101,226 57.397 104.091 Apr. 73,049 14,041 28,028 30,208 109,156 RODUCTION WORKERS 
May 98,397 57,317 106,446 May 71,691 14,235 25,597 31,243 104,984 
FOtine oe 99.456 60,261 107.559 June 68,473 14,920 24,682 27,939 102,799 -_= 
July 75,570 44.914 115.420 July 55,033 11,716 21,006 21,656 101,024 
Aug. 82,448 48.126 123,473 Aug. 64,864 14,916 22,267 27,004 105,994 : mbe 
Sept 87 215 55471 + iie'e3e «—«SePt. «47,069 14,769 23,075 28,532 111,696 Estimated Humber 
Oct. 90,866 53,804 121.261 Oct. 72,197 14,485 25,135 31,741 120,222 (Thousands) 
Nov. 99,280 58,069 116,981 Nov. 75,065 14,327 26,267 33,852 126,954 Dec. Nov. Dee. 
Dec. ed ga 99,946 60,409 123,107 Dec. 75,275 15,291 25,031 34,347 123,363 1955 1955 1954 
7 BBO BRS al 832,957 171,656 298,115 35 
Total ...<. 1,104,775 652,552 Pie e ae Total 832,957 171,656 298,115 354,804 eit 229.300 225.100 190,200 
Nonferrous 76,500 75,700 64,700 
- COPPER-BASE ALLOY MAGNESIUM 
emer Average Weekly Earnings 
8.2 P way et 6.09 87.96 77.36 
(‘Shipments of castings—1000 pounds!) (Shipments of castings—1000 pounds’) oe li an pong 85.90 79.17 
Shipment : . Shipments Unfilled Steel ae 95.70 93.52 78.38 
verm. Unfilled ‘or S » 53 Nonferrous 89.66 88.60 84.36 
Total Sand Mold Orders? — a oa 
. 2 ‘ 1953 . 34,517 31,469 
1953 990,496 888,369 61,316 ’ Average Weekly Hours 
1954 1954 
Dec. ..... 72,421 65,159 4,346 32,054 BOCs. oiscenns sxe SOR 1,906 6,678 Gray Iron .... 42.2 42.7 40.5 
Total 835,930 753,179 48,848 ..... Total . 25,777 22,950 eral Malleable Iron 42.3 41.9 40.6 
1955 1955 Steel .. ; ; 43.5 42.9 38.8 
Nonferrous 41.7 41.4 40.8 
fT Cee 72,233 64,540 4,678 30,864 Jan. 2,305 2,067 7,236 
ee 75,253 67,768 4,598 37,520 Feb. 2,160 2,009 7,376 Labor Turnover Rate (Dec.) 
Mar. 92,149 83,149 5,649 42,940 (Aree 2,572 2,311 7,011 (Per 100 employees) 
(See 84,183 75,903 5,152 51,111 Apr. 2,633 2,405 6,800 : 
| ee 85,008 76,064 5,513 49,198 May 2,399 2,174 6,530 Total Total 
June 90,476 80,869 5,840 45,820 OES eatin oo) 384s 2,367 2,098 6,346 Acces- Sepa- 
WE 46 4:00 65,816 59,138 3,998 48,085 July 1,920 1,763 5,912 sion ration Quit Layoff 
Co 87,206 77,721 5,322 51,251 Aug. 2,176 2,002 5,964 Gray Iron 3.5 2.5 1.6 0.2 
Sept. 89,600 80,481 5,603 57,313 Pre eer ee 2,478 2,260 5,670 Malleable Iron 2.5 2:7 1.7 0.4 
Seer 91,192 82,958 4,513 56,751 Oct. 2,302 2,077 5,394 Steel ‘ $2 3.0 1.3 0.9 
Nov 90,345 80,934 5,807 57,049 Nov. 2,325 2,148 5,805 Nonferrous ... 3.0 3.6 1.3 Lg 
ME? Ne fale’ 88,287 78,327 6,368 57,146 Dec. . 2,255 2,018 5,981 
Total .. 1,011,748 907,852 82,201 re Total . 27,892 25,332 Source: Bureau of Labor Statistics 
GRAY IRON CASTINGS—SHIPMENTS ‘‘* Tors) 
-9 ne apes 
Heavy Steel Chilled Railroad Pressure Pipe Soil Pipe 
All Castings Miscellaneous Castings Ingot Molds Car Wheels & Fittings & Fittings Unfilled 
Total For Sale Total For Sale Total For Sale Total Total Total Orders? 
1963 13,707,902 7,494,843 8,449,837 3,675,454 2,829,159 1,389,483 467,142 1,285,598 677,166 
1954 
Dec. 1,074, 258 563,699 680,700 276,045 200,004 97,936 27,229 111,082 55,203 744,633 
Total 11,532,158 6,322,989 7,292,292 3,064,886 1,784,625 843,899 325,859 1,376,671 743,711 sae 
1955 
Jan. 1,091,923 563,153 712,097 282,386 192,132 97,007 25,783 100,638 61,273 782,656 
Feb. 1,106,165 578,171 720,304 291,675 196,118 99,794 27,401 , 67,067 852,168 
Mar. 1,314,918 688,733 847,874 334,287 217,571 109,681 36,732 129,746 82,995 934,224 
Apr. 1,293,678 679,867 819,872 319,149 216,116 108,490 35,415 145,871 76,404 966,057 
May 1,310,424 707,105 803,897 315,072 227,236 117,915 35,966 168,772 74,553 937,949 
June 1,296,196 715,862 793,067 327,520 228,044 117,727 43,807 147,351 83,927 981,918 
July 1,069,711 579,122 634,869 246,297 210,130 112,137 28,181 129,191 67,340 1,049,565 
MN Cashes 1,226,312 688,317 718,423 301,502 238,007 121,071 29,298 156,074 84,510 1,160,466 
Sept. 1,252,736 712,688 731,073 314,223 244,199 124,811 29,953 165,332 82,179 1,150,933 
Oct. 1,310,309 713,671 795,875 327,827 245,749 122,722 31,877 160,875 75,923 1,113,336 
Nov. 1,305,633 696,523 797,854 327,580 262,506 127,739 29,795 148,560 66,918 1,061,546 
Dees 5 1,259,740 663,993 786,480 328,445 262,056 133,115 30,833 133,935 46,436 1,075,477 
Total 14,837,745 7,987,205 9,161,685 3,715,963 2.739, 864 1,392,209 385,041 1,681,630 869,558 ee 
STEEL CASTINGS—SHIPMENTS ‘Ne Tors" 
mrs 
All Castings Carbon Alloy 
Railway Railway Railway Unfilled 
Total For Sale Specialties Total For Sale Specialties Total For Sale Specialties Orders? 
1963 1,834,197 1,400,013 321,010 1,276,729 959,493 293,491 557,468 417,148 27,519 
1954 
Dec. 93,547 69,843 12,489 62.967 45,632 10,469 30,841 24,211 1,245 179,148 
co | rr 1,184,096 880,158 135,581 802.321 580,474 120,309 381,285 303,428 15,315 eaten 
1955 
Jan. 98,238 75,044 13,809 67,307 49,816 12,762 30,841 25,228 1,047 201,839 
Feb. 106,430 80,729 16,501 74,709 55,014 15,381 38,945 25,715 1,120 202.301 
Mar. 127,460 98,926 19,339 88,867 68,013 17,887 34,933 30,913 1,452 215,059 
Apr. 120,053 92,237 16,646 84,247 63,244 15,163 35,806 28,993 1,483 221,336 
May 122,465 92,713 16,810 85,950 63,182 15,335 36,515 29,531 1,475 225,302 
June 133,887 102,457 19,591 93,417 69,986 17,979 40,470 32,471 1,612 251,416 
ME, ct eee neds 97,875 71,170 11,631 68,094 48,140 10,666 29,781 23,030 965 354,628 
Aug. 126,406 96,290 20,576 91,245 68,514 19,094 35,161 27,776 1,482 413,531 
Sept. 140,843 107,622 23,594 100,775 76,156 21,991 40.068 31,466 1,603 420,616 
Oct. 145,674 110,409 23,745 105,345 79,235 22,375 40,329 31,831 1,370 418,063 
Nov. 152,381 116,908 25,635 111,517 84,064 24,050 40,810 33,518 1,585 453.113 
Dec. = 158,982 122,201 29,003 116,872 88,894 26,919 42,110 33,980 2,084 475,335 
Total 1,530,694 1,166,706 236,880 1,088,345 814,258 219,602 445,769 354,452 17,278 ‘ 
1Source: Bureau of Census. 2For sale only. All cast iron pipe is shipped for sale. 
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{ REPORTED BY BUREAU OF THE : 
(Net tons) 
GRAY iRON Consumption 
By 

Production Total Foundries 
1953... 78,467,806 78,227,414 2,915,420 

1954 
Dec. ... 5,610,564 5,615,228 217,104 
Total , 59,526,723 59,139,159 2,479,926 

Z 1955 
= Jan. ... 5,805,926 5,862,113 234,784 
% Feb. ... 5,394,166 5,519,241 242,282 
Mar. ... 6,235,909 6,306,723 286,072 
a Apr. ... 6,135,645 6,164,459 278,242 
S May ... 6,426,747 6,570,567 277,967 
q June ... 6,148,026 6,297,338 249,525 
2 July ... 6,169,770 6,266,631 221,372 
4 Aug. ... 6,395,422 6,439,101 249.425 
i a Te, “OS eae Sept. ... 6,397,133 6,501,013 260.608 
MALLEABLE tRON OOe. ss 6.630.609 6.813.118 283.818 
Nov. ... 6,545,862 6,577,008 285.021 
Dec. ... 6,865,032 6,949.073 284,936 


Total . 75,150,247 76,266,385 3,154,052 
R-BASE ALLOYS 


MA ea INGOT BRASS AND BRONZE 


-¥ 





(Shipments in net tons) 




















¢FMAMS JS AS. 

1954 ae 1956 1955 
Baan yagi aes, eee 27,736 25,201 
MEDS Sik oo rece case. | Sere 25,349 
COMMERCIAL HEAT TREATING 1 vps Sea 29,713 
fo OT PER Ce ere 27,641 
ae PEARS AAS RNS oii Psa nisicn errno 23,708 
(National Billings of Metal Institute Members) WAM 56 hk es 0 ow oes ee 23,141 
1953 1954 1955 BON. cixtcioae ice kee et 18,513 
No. Total No. Total No. Total Aug 27,013 

Reporting Reported Reporting Reported Reporting Reported pO UNS lo) ee) i) 
OO eee eS 2,452,186 62 1,801,659 64 2,439,300 i 26,349 
Se 2,522,127 63 1,853,665 63 2,581,000 GEE scour tc iaaeeean | artes 25,228 
ES EET ae IRE 2,782,219 63 1,891,100 63 2,785,100 nec 25.102 

Se ut oy cs ee eis ae 59 2,493,497 63 1,932,700 63 2,809,100 a Yc 9 a pha x 
Re eee ae 57 2,219,406 63 2,057.500 63 2,786.600 Dec. ..... settee eee nee ee 21,448 
Annual total ........ 31,733,067 24,590,500 29,601,200 Total for year ..... 27,736 298,406 

INDEX OF FOUNDRY 

ZINC-BASE ALLOY EQUIP. ORDERS IRON AND STEEL SCRAP CONSUMPTION 











: ‘ (Gross tons*) 


Foundry Trades Only 
































(Shipments of castings—1000 pounds?) . f 
Shipments Unfilled (Net Orders Closed, New Equip- Pall Cupola odious “wee leading RO 
Total For Sale Orders? ment) Total Total Total Total 
| er 521,253 es 1954 1955 i Orie 69,005,976 9,676,463 1,026,334 8,263,880 
— oe ates =e a "ne 4,782,488 710,127 67,678 528,432 
he 54,410 35,211 60. Sere ee 99.9 90. 1) , ’ , , , 
D otal .. 520,501 322,845 — WR ce 82.7 Be | 10 mo. .. 44,776,345 7,006,860 690,453 4,960,923 
RO ccaiccccas 7 178.6 OT - 4,928,850 737,286 71,844 573,298 
1955 Re es 80.8 145.7 DOG. caesar 5,075,563 798,435 82,910 566,223 
TON: cixaes 58,586 35,472 TOOL BUNGE 6 odccs.s 86.4 186.8 Total .... 54,780,758 8,542,581 855, 207 6,100,444 
Me on cass 58,585 35,893 (i a | ee 68.8 213.4 1955 : es 
ee 71,811 44,048 81,363 PME totes Bi lg et 75.6 134.0 SOM siesses 5,416,052 813,682 90,622 614,824 
Se 71,595 45,477 81,756 Ser 68.3 156.7 Feb. ...... 5,350,452 823,465 91,916 577,296 
ee 63,735 38,124 74,472 a Me eee 147.5 108.6 Mar. ...... 6,313,717 993,266 113,198 727,401 
ae 66,569 42,753 TaeAe SO RROV. ncn scaceas 61.4 154.4 Be: sxsaes 6,239,036 975,751 108,965 726,138 
| 47,928 27,429 68,927 DOR. scovnneess 113.9 183.9 May ...... 6,415,947 963.082 109,074 745,060 
ee 62,677 61,957 75,592 Note: Figures are percentages of SUNG ceva - 6,117,573 928,908 116,419 733.578 
Sept. ..... 62,030 43,498 80,660 the base period 1947-49 taken as PUT cecces 5,447,130 730,735 81,216 623,623 
Ot, cesses Sauee 46,581 85,489 100 per cent (monthly average). Cer 5,913.031 868,644 101,607 765,343 
eee 75,099 47,572 93,001 This is a new base period. Source: Bept. ..ccoe 6,060,491 881,158 119,550 753,318 
a 70.950 47,547 86,120 Foundry Equipment Manufacturers ee 6,443,349 944,685 113,411 820,642 
Total .. 781,254 516,351 see Association. 10 mo. .. 59,716,778 8,923,376 1,045,978 7,087,218 
eee] Fie 
uSE 
Production** Consumption* ee 
Low Phos. Cle 
(standard grades—net tons) Intermediate Low (By type of furnace—gross tons) Th 
Total Foundry Malleable Basic Phos. & Bessemer Total Cupola Air Electric 
eee 58,112,924 2,241,436 2,798,646 47,485,047 5,587,465 62,373,541 4,364,418 215,158 155,258 Mo 
1955 ing 
Jan. ... 5,729,404 243,608 272,451 4,703,875 509,470 5,202,360 409,281 18,874 20,016 aa 
Feb. ... 5,394,585 209,852 252,860 4,425,080 506,793 4,964,515 409,141 20,576 22,551 ist) 
Mar. ... 6,406,902 221,437 359,413 5,239,116 586,936 5,830,943 480,639 24,066 15,931 blo 
Apr. ... 6,329,927 210,085 305, 188 5,068,506 746,148 5, 725.258 467,709 21,536 12,857 . 
May ... 6,753,236 246.661 342,544 5,385,299 788,732 6,044,882 471,657 21,448 20,085 unc 
June ... 6,494,838 238.412 347,631 5,245,861 662,034 5,774,896 454,751 22,871 21,697 
July ... 6,329,393 233,235 344,365 5,116,960 634.833 5,430,550 361,171 16,483 19,535 Wi 
Aug. ... 6,529,580 251,459 319.951 5,214,901 743,269 5,769,689 442,532 22,014 25,685 
Sept. ... 6,653,578 252,630 343,919 5,397,134 659.895 5,903.190 445,099 23,340 24,552 coa 
Oct. ... 6,905,280 267,405 315,045 5.647.527 675.303 6,193,512 470,610 22,659 23,328 
Nov. ... 6,636,649 241,727 353,713 5-404 584 686.625 = . -  — eeesec tateee j.. simaael § permis spe 
Dec. .. 6,887,667 242,446 329,607 5,660,307 655,307 ieeao !|6|}€6eleeeee | | bkaatts Py 
Tots al . 77,114,073 2,858,957 3,884,971 62,570,394 7,799,751 iment ciao o4e-eue ames cO0a 
1956 res 
Jan = 6.985.945 210,755 283,831 5,803,235 688,124 Seeteaete we) | inure OU Ae teas ; 
*Source: U. S. Dept. of Interior. Bureau of Mines. **Source: American Iron & Steel Institute. ‘Source: ‘ieee rn ‘the Census. 3For onke oa. mo. 





224 FOUNDRY 





e&O@mwnMm oo 


SBSwmeoecotDHQe 


- CHOU HS 


New RESINOX* Cold Coating Resins— 
free-flowing, non-dusting, easy-mixing ! 








Monsanto’s rmproved phenolic resins for shell molds and 
cores eluminate caking problems of stored coating sands! 


Field-test reports are coming in. Foundry men state that 
use of Resinox Cold Coating Resins is stepping up the effi- 
ciency of their shell molding operations. 

The improved Resinox formulatior developed in 
Monsanto’s Foundry Research Laboratory, are demonstrat- 
ing outstanding free-flowing and non-dusting character- 
istics. Mixing time is reduced for either dump box or 
blowing equipment. No caking problems are encountered 
inder normal storage conditions. 

With Resinox Cold Coating Resins you can simplify your 
coating cycle. Conventional mixing equipment as well as 
specially designed mixers can be used. The resultant resin 
coating on each sand particle enables smaller amounts of 
resin to achieve the required strength properties in shell 
molds and cores. 


Castings produced with these shells require little or no 
machining. Edges are clean and sharp. Intricate detail is 
maintained. 

Because the economy and efficiency of shell molding de- 
pends so much on the quality of the resin used, it will pay 
you to get specific information on this new development. 
Send for data sheets and literature on new Resinox Cold 
Coating Resins. Write Monsanto Chemical Company, Plas- 
tics Division, Room 449, Springfield 2, Mass. 


See the Monsanto Exhibit é 4 
AFS Convention, Atlantic City 


May 3-9 MONSANTO 


Booths 1825 and 1827 : 











DUMPS ITSELF 


RIGHTS ITSELF 









LOCKS ITSELF 





makes every truck 





a dump truck! 





Fits securely on any standard fork or plat- 
form lift truck . . . can’t slip off. Pick-up is 
quick and easy. Insures fast, efficient han- 
dling of any wet or dry, hot or cold bulk 
materials. Cuts hand unloading by at least 
50% ... with maximum safety. 


This rugged Roura Self-Dumping Hopper is 
built like a battleship . . . extra heavy gauge 
welded construction . . . to withstand the 
terrific knocks and bangs of rough usage. 
Good for years of dependable service. 
Available in sizes from 14 to 2 cubic yards. 


Thousands of these time-and-money-savers 
are now in use by America’s biggest indus- 
tries. Let us show you how they can help cut 


your costs, too. 


Self- ‘Dumping 
Bee 









| MERE... 
| about Roura Self-Dumping Hoppers. Just clip 


is the easy way io get full details 
this coupon to your letterhead . . . sign your 


| 

| 

| 

pee ae} «.- | 
| 

| 

} 


ROURA IRON WORKS, INC. 
| 1421 Woodland Ave., Detroit 11, Michigan 
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Meditations | 
of a 
Sandman 


By HAROLD E. HENDERSON 
H. C. Macaulay Foundry Co. 
Berkeley, Calif. 


“Australian Memories” 


| MUST look back nearly 40 years 
to my most interesting experience 
in foundry practice. It occurred in 
Australia. I had just completed my 
apprenticeship as an iron molder in 
California and decided to act upon 
the advice of my older shopmates, 
who insisted, “You’ve got to travel, 
son, if you expect to get experience!” 
I traveled—and in Australia, the ex- 
perience came fast! 

A gray and cheerless fog hung 
over San Francisco bay that after- 
noon of Jan. 9, 1917, as I boarded 
the good ship Ventura and_ said 
“goodbye” to everything that meant 
anything to me. From then on, my 
life became something out of the 
pages of a_ storybook. Existence 
aboard ship was a strange and ex- 
hilarating experience, more dream- 
like than real. A week brought me, 
on Jan. 15, to Honolulu, where I paid 
the inevitable visit to Waikiki and 
to the aquarium and marveled in 
open-mouthed wonder at that incred- 
ible paradise of the Pacific. 

After seven more days of ship life, 
we entered the harbor of Pago Pago, 
where crowds of colorful natives 
seemingly had declared a holiday to 
extend a royal welcome to us. There, 
Stevenson’s Treasure Island ceases 
to be description on a printed page 
and becomes instead a living, chat- 
tering, jungle of palm trees where 
one almost expects to see Long John 
Silver hobbling along the shore. 

We had eight hours of this island 
leg-stretching, then again weighed 
anchor, for our final week aboard 
ship. At last, on Jan. 30, we entered 
Sydney Harbor, and our twenty-one 
days afloat became a closed chapter. 
The security and friendships which 
seemed real and enduring during the 
voyage dissolved and disappeared the 
moment we stepped on land. 

In 1917, Sydney’s two finest hotels 
were the Sydney and the Australia. 
I decided that these were too pre- 
tentious for a neophyte mclder who 
had a slight financial problem, and 
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TAYLOR: BOGGIS 


USES 18% LESS SAND 


SAVES LABOR WITH... 





FLAT COIL 
CHAPLETS 


Note clean chaplet 
breakoff on end 
bell hub which 
reduces cleaning 
operations. 





Due to their low 
cost, Taylor & Bog- 
gis also uses flat 
coil chaplets for 
soldiers in deep 
green sand core 
pockets. 





Only 1/2” to 1” of sand cover is re- 
quired in the cope for firm support of 
these end bell core chaplets. Flasks are 
lighter and 18% less sand is handled 
on the end bell mold line. 

In addition to providing positive core 
support, Cleveland Flat Coil Chaplets 
speed molding at Taylor & Boggis 
due to uniform stems and plating thick- 
ness. Check today for details on flat 
coil chaplet advantages in your mold- 
ing lines. 


Write today for sample and catalog! 


Cleveland 


CHAPLET & MFG. CO. 


26471 LAKELAND CLEVELAND 32, OHIO 


Since 1890 
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I registered at The Salvation Army 
People’s Palace, which boasted of be- 
ing the largest hotel in the Southern 
Hemisphere and probably was patron- 
ized by the less discriminating por- 
tion of the traveling public. 

After a breakfast of porridge and 
tea, I started my first Australian 
day by knocking at the door of the 
Australian Molder’s (metals) Union 
of Australasia, where I was greeted 
by its genial secretary, Billy Bath- 
gate, who provided me with the cre- 
dentials necessary to my future prog- 
ress. 

My first job was at the J. T. Jay 
iron and brass foundry, on Erskine 
street, in the Darling Harbor area. 
It was a very small shop which em- 
ployed some eight or ten men who 
worked in very cramped quarters. 
Over the iron molding floor, the roof 
was hinged, and it raised by a pul- 
ley-rope to admit sunlight. During 
rain storms, this roof was lowered, 
and the molders covered their pour- 
ing ponds with tomato cans to pro- 
tect this vital surface from the in- 
evitable drips. 


Cupola Stood Outside 


The cupola at this shop stood just 
outside the building, unprotected by 
anything resembling a roof, and it 
was not uncommon for molders to 
catch iron at the spout, with bull or 
hand ladles, apparently oblivious to 
the falling rain. 

I presume that in 1917 there were 
many shops in the U.S.A. and else- 
where in the world at which methods 
were as crude as those witnessed by 
me in Australia, but it was my first 
contact with such conditions, and the 
impression proved indelible. 

At Metters Ltd., the largest shop 
of my experience in Sydney, over 100 
molders were employed under one 
roof, principally in the production of 
bathtubs, sinks and soil pipe. There, 
my day’s work consisted of nine 24- 
in. sinks. All sand was processed by 
screen and shovel, and molds were 
entirely hand-rammed. During my 
stay there, the superintendent was a 
Mr. Blucher, an American from De- 
troit. 

At Marrickville Malleable, I wit- 
nessed the highest production per 
man of my trip. This company op- 
foundries a few blocks 
of the two, 


two 
apart. In the smaller 
four bench molders made toe and 
heel plates for soldier’s boots. Each 
molder made and poured 200 molds 
per eight-hour shift, and each mold 
contained four heel and four toe 
plates. Each morning, all castings 
from the preceding heat were mi- 
crometered by a government inspec- 


erated 
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tor, who seemed to me to be over- 
zealous in his rejections. 

This plant was operated by a Mr. 
Squires and his son Eric. According 
to Andrew Ondreyco, past AFS di- 


rector, the shop was fairly well 
mechanized as early as 1938. 
My only experience at molding 


bathtubs occurred at the Foreman 
& Son foundry, also in Marrickville. 
Two molders there made three tubs 
per day. Each made a mold in the 
morning, and in the afternoon they 
worked together on the third tub. 
They worked under conditions and 






Designed for 
dielectric furnaces 
and conventional ovens... 


With equipment that would defy de- 
scription. These men were truly 
mechanics—they had to be! 

My last job in Sydney was as a 
bench molder at Thompson & Son’s, 
where Andrew Thompson was man- 
ager. There, an attempt was made 
at mechanization. Two American 
squeezers were devoted to the pro- 
duction of small T-shaped electrical 
conduit fittings, with metal thickness 
of about 1/16-in. 


Cores were made of gangway 


sweepings with a small amount of 
Although baked, 


white flour added. 


J-M Pallite Plates and Form Driers 
afford desirable operational advantages 


Service records prove that Johns-Manville Pallite out- 
performs and outlasts many other materials in use in 
dielectric type furnaces. The advantages of Pallite are 
due to its special formulation, developed by Johns- 
Manville for use in dielectric furnace core-drying 
operations in foundries. Pallite offers the following 


desirable characteristics: 


@ light weight 


@ uniform electrical conductivity 
@ uniform thermal conductivity 


@ dimensional stability 
@ nonsweating 
@ moisture-absorbent 


Pallite Plates are now available in both flat and grooved 
form. Pallite Form Driers are also available, contoured 
to support irregular shaped cores properly during their 
travel through the furnace. For details about J-M Pallite 
materials, write Johns-Manville, Box 60, New York 
16, N. Y. In Canada, Port Credit (Toronto), Ontario. 


JOHNS MANVILLE 


JM 


PRODUCTS 


Johns-Manville PALLITE 
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Single Solenoid Single ; 


waubte Soteneié Plunger Control Valve | 


“O-Type” Control Valve 





DESIGNED 
AND 
BUILT TO 
ASSURE 
saa 


” 











bo. 


Cam Operated 
“O-Type” Valve 


Pilot Cylinder Operated 
Two Position Hydraulic Valve 





———r 


efficient and dependable operation 


of your machines and machinery 
Can you afford te gamble with less? 


@ Why build — or buy — expensive machines and then restrict 
their output and risk breakdowns and production tie-ups because of 
inferior control valves? 

Positive and fast acting Quick-As-Wink valves meet the most 
exacting requirements. They deliver dependable precision per- | 
formance month after month and year after year. Machine operators, | 
foremen, superintendents and machine builder trouble shooters will | 
tell you that there is nothing better than a Quick-As-Wink valve. | 
REMEMBER,— your efforts to increase production and cut costs can | 
only be as successful as the air and hydraulic valves that control the | 
operations. Don’t gamble. Play safe. Specify Quick-As-Wink valves. | 
Get full details. Write for Bulletin No. 531, Today! | 





ouf.ee 


aeons 
“Ask us also abov's+* 





LEVER OPERATED SINGLE PLUNGER 

VALVE %"' to 1'/"' sizes. Widely used 
for controlling single and double acting 
cylinders and as pilots for other valves. 


FOOT OPERATED SLIDING SLEEVE 
VALVE ¥%"’ to 1’ sizes. Single pedal spring 
return and two pedal designs. Operator has 
both hands free to handle the work. 


Quick-As-Wink ° 


AIR AND HYDRAULIC 


Control Valves” 


| 
Hand, Foot, Cam, Pilot, Diaphragm and Solenoid Operated | 
Mfd. by C. B. HUNT & SON, INC., 1979 East Pershing St., Salem, Ohio | 
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they were extremely brittle and hard 
to handle. Casting loss, due mainly 
to core breakage, ran as high as 50 
per cent. It was there that I had 
the satisfaction of introducing oil- 
sand, which proved to be a lifesaver 
on it as well as on other jobs. 


There may be those who will feel 
that I am writing slightingly of 
Australian foundry practice, but I 
would assure you that nothing is far- 
ther from my intention. The Aus- 
tralian foundryman was doing the 
best he could with the materials at 
hand. And remember, the year was 
1917. I have no doubt that since 
then Australia has kept pace with 
industrial progress elsewhere. 


Since I was in search of experi- 
ence, I didn’t remain long in any one 
shop. I considered three months a 
long stretch, and if I wasn’t laid off 
or sacked, I managed to find some 
plausible excuse for quitting. Be- 
cause I was single and completely 
footloose, I occasionally gave vent to 
my adventurous spirit by rolling my 
swag, nesting my billy-cans, loading 
my tucker-bag, and heading for the 
Wallaby track. 

For one period of five months, I 
became a “Sundowner” in every 
sense of the word and secured my 
bread by any means available. Dur- 
ing this time I didn’t eat a meal at 
a table or sleep in a conventional 
bed. I worked as shed hand in a 
shearing-shed, as an offsider to a 
cook, as a harvest hand, as a pros- 
pector, as a shepherd and in various 
other capacities. 

I probably enjoyed better health 
during that experience, both physical- 
ly and mentally, than I have known 
before or since. In the back coun- 
try, I met many of the original set- 
tlers who had cleared the bush for 
an advancing civilization that was 
to give the world its major wool sup- 
ply. 

My year and a half in Australia 
proved most stimulating. I met 
many wonderful foundrymen there, 
most of whom by this time probably 
have ended the journey; but if there 
should be one who reads this column 
and faintly remembers this Yank of 
40 years ago—to him, I dedicate this 
effort, slightly paraphrasing the lines 
of Australia’s own poet, Henry Law- 
son. 


You may find in this column a 
trace of 

That side of our past which was 
bright. 

And recognize probably the face of 
A friend, who has dropped out 

of sight. 

I send it along in the place of 

The letters—I promised to write. 
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New Rokide* Coatings 
Resist Heat and Abrasion 


Rokide spray coatings help solve many 
high temperature and wear problems 


ITH the rapid increase in 
W nncdern high temperature appli- 
cations there has been a correspond- 
ing increase in demands for resistant 
materials. Norton ROKIDE spray coat- 
ings are meeting such demands with 
great success. These hard, adherent 
crystalline refractory oxides offer 
many important advantages. For ex- 
ample: 

They are both thermally and electri- 
cally insulating ... Their hardness, 
chemical inertness and stability in com- 
bustion temperatures provide high re- 
sistance to excessive heat, abrasion, ero- 
ston and corrosion. Their high melting 
points and low thermal conductivities 
reduce the temperatures of the underly- 
ing materials and permit higher operat- 
ing temperatures. 


ROKIDE Coatings vs. 
Stainless Steel 

Analyses of Norton ROKIDE spray 
coatings and of stainless steel reveal 
interesting comparisons. While less 
dense than the bare steel, the ROKIDE 
coatings are very much harder, have 
considerably higher melting points 
and are very much lower in thermal 
conductivity and thermal expansion. 


Proof 

There are three Norton ROKIDE 
coatings: ROKIDE “A” aluminum ox- 
ide, ROKIDE ZS” zirconium silicate 
and ROKIDE “Z” stabilized zirconia. 
Thoroughly proved in such critical 
applications as reaction motors, as 
well as in AEC projects, the value of 
these coatings to a broad range of 
more conventional applications is ob- 


lowing list of applications, actual and 
suggested: 

Baffle plates ... bearing surfaces... 
mechanical seals... feed rolls . 
metal treads... thermal barriers . . 
reflection coatings . . . coatings for ex- 
haust ports, duct linings, ladles and 
crucibles... insulation for copper bus- 
bars, circuit breaker components, ther- 
mocouple wires and tubes, large and 
small electronic equipment... protection 


for nozzles, valve plugs, piston heads, 


pump shafts, gas turbine parts, ete. 

Although ROKIDE coatings are most 
commonly applied to metals they are 
effective on other materials, such as 
ceramics and certain plastics. Thick- 
nesses of the coatings generally range 
from .005” to .05”. 


Other Norton 
Electric Furnace Materials 
are products made of CRYSTOLON* 
silicon ROKIDE 
“C” coating for graphite parts and 
CRYSTOLON ‘“‘N” monolithic shapes), 
ALUNDUM* fused alumina, MAGNORITE* 
magnesium oxide, NORBIDE* boron 
carbide and Stabilized Zir- 
conia. These high-melting materials 


carbide (including 


Fused 


are also the basic ingredients of the 
famous Norton R’s 
gineered and prescribed for the widest 


refractories en- 


range of uses. 
For more detailed information on 
ROKIDE coatings, use the coupon. 


p-------n-n-n-- 


NORTON COMPANY, Refractories Division 
303 New Bond Street, Worcester 6, Massachusetts 


Please send me further facts on ROKIDE coatings. 





ROKIDE Spray Coatings are applied in a 
molten state by means of a metalizing type 
spray gun. The oxide is fed into the gun in 
rod form at a carefully controlled rate. The 
coatings can be applied to parts of any size 
and to all shapes accessible to the spray gun 


equipment, 


ROKIDE Spraying Equipment 
Manufactured by Metallizing 
Company of America, Chicago 


32, Illinois. 


NORTON 
REFRACTORIES 


Engineered... Ty... Prescribed 


Galaking better products. . . 
to make your products better 





*Trade-Marks 


: Vame... Company 
vious. 
Applications Street... 
The versatility and adaptability of - ; 
ROKIDE coatings are evident in the fol- ” maid aN 
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Rig Them To Run! 


Dear Charlie: 


You know, what with some of the 
help you get today to work in the 
foundry, it’s getting rougher and 
rougher to come out at all. Oh, for 
a few good old-fashioned molders. 
We'd be much better off in the mac- 
aroni business—at least we could eat 
the macaroni. All this highbrow 
talk about training men, etc., sounds 
fine and looks good on paper and for 
the future, but what can a fellow do 
to keep her from coming unglued 
now? I have a job for some center 
sections of an electric motor—a cope 


and drag job: Cope on a jolt pin- 
lift and drag on a rollover draw. 
When we use a big snap, the drags 
are OK but we lose far too many 
copes because the inside section falls 
off or stays down, even with the pin- 
lift. If I had steel flasks, I could use 
gagegers, soldiers, etc., to assist in the 
cope draw. What does one do for 
deep draws in a snap? Should I drop 
green sand and jump on one of the 
new wonder systems? 


Sincerely, 
antt2 





Dear Sam: 


You are right about the labor sit- 
uation in the foundry, and with the 
glamor industries going full blast, 
trying to interest likely young men 
to learn to mold, etc., in the foundry 
is really tough. Some shops I am ac- 
quainted with complain of as high as 
300 per cent labor turnover per year. 
It’s too simple to work for a nice, 
clean aircraft company or to take it 
easy. Make no mistake, we all are 
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faced with the same problem. Auto- 
mation, what have you, is the best 
direction. Many foundries have 
jumped too hard and too deep for 
some of the highly publicized new 
methods of casting in an effort to 
save themselves, only to find they 
are faced with not only the same old 
labor trouble, but with many new 
problems within these new methods, 
plus higher unit costs. Each method 
is in itself very worthy when applied 
to the correct field of use. 





Sketches on the left show arrangement of 
a well rigged flask as seen from the side 
(top sketch) and the top (lower sketch). 
The drawing above illustrates a section of 
a completed snap mold and shows the lift 
plate where it remains until the shakeout 


Now, let’s go ahead and make the 
deep-draw motor centers or bodies in 
green sand and a snap. Make the 
drags as usual on the rollover ma- 
chine. Most of these castings I have 
seen have a spline shape inside on 
which the fields are wound. I as- 
sume your casting is of this type 
and that the cope lift is from 4 to 
6 in. or so. Wooden soldiers and 
light gaggers are successful only in 
the hands of a skilled molder and 
make slow work to say the least. 

On large molds and loam work, 
lifting plates and arbors are used, 
and such equipment does not have 
to be limited to large work. In this 
instance, it will give you the neces- 
sary support to lift the deep cope 
pocket. First, make a pattern for a 
lift plate to conform with the inside 
diameter and shape of the sand body 
which you wish to lift, making it 
about %g-in. smaller than the dimen- 
sions of the pocket at the bottom and 
approximately %4-in. thick, with a 
centrally located boss which we will 
tap to take a 14-in. lifting rod. 

Next, cast up the required number 
of plates, depending on the produc- 
tion rate required. The cast plates 
are drilled and tapped in the center 
of the boss to take a %-in. rod 
threaded on both ends. 

As the next step, make a wood or 
metal strong back which crosses over 
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OUNDRYMEN—here are the Sand Blowers you asked for... 


As 
INTERNATIONAL’S 
Oe thee! 


International Sand Blowers with all of the new 
features you have asked for—flexibility . . . sim- 
ple design ... ease of maintenance . . . faster 
operation ... more positive action! 


SBI3CH Sand Blower is adaptable for cores 
up to 75 pounds + 10" throat opening for easy 
loading + Sand carriage rails and bearings 
completely shielded from sand - New-type 
exhaust valves - Sand carriage operated by a 
two-way pneumatic cushioned cylinder, trun- 
nion-mounted for sure action—no springs « Two 
tandem-mounted hydraulic clamp and draw 
cylinders with two large chrome-plated guides 
provide positive clamping and accurate draw 
« Four support posts are movable for opera- 
tions where side loading is desired « Draw table 
available with or without rollers - Completely 
electric automatic cycle control can be timed 
to the fastest or slowest jobs - Hand operated 
cycle control also available, if desired + Sub- 
bases available in heights to meet conveyor 
requirements (optional equipment). 






























































“There is an INTERNATIONAL 
for Every Type of Job.” 


The International Line is designed by 
experienced foundry engineers who 
have a practical working knowledge 
of the problems of the industry. 


SANE 


MACHINE CO. 
LA GRANGE PARK, ILLINOIS 


SEE OUR EXHIBIT AT ATLANTIC CITY—BOOTH NO. 1422 
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Ask 
Standard 


howto 
cut costs with 
conveyors 
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Typical pouring floor with molds on parallel lines of roller conveyors. 


Use our specialized experience 
to good advantage in your foundry 


TANDARD Conveyor Company has a 

record of 50 years of service to 
foundries and allied industries. This 
experience can be put to work to 
help you cut your costs. . . simplify 
material handling . . . free expen- 
sive manpower. 

Here’s your opportunity to get 
a perfect combination of long, de- 
pendable service with maximum flex- 
ibility. Quality-built Standard units 


are offered in a wide range of stock 
types and sizes that allow custom- 
engineering at standard unit prices. 

Before you invest in new equip- 
ment, get the facts from Standard 
on powered as well as gravity con- 
veyors in both permanent and port- 
able models.) STANDARD CON- 
VEYOR COMPANY, General 
Offices: North St. Paul 9, Minnesota. 
Sales and Service in Principal Cities. 








For details, see the Stand- 
ard Engineer listed in the 
phone book or write for 
Bulletin 309. Address 
Dept. N-4 







Standard Roller Conveyors feature especially-designed shielded 
bearings. On the job, shields keep out spillage and sand, give 
longer, trouble-free roller life. 


GRAVITY & POWER > 
CONVEYORS 


Sales and Service in Principal! Cities. 


For more information, use Reader Service Card, page 187 


the top of the flask with a hole in 
the center which clears the %-in. 
threaded rod. Now we are ready to 
go with our copes. 

In ramming up the cope, we first 
place the lift plate in the center of 
the pocket and tuck a little riddled 
sand in the %-in. space between the 
plate and the pattern. Then screw 
the 14-in. rod into the tapped boss 
in the center and riddle and ram up 
the cope in the usual manner. Strike 
it off flush and leave the lift rod 
sticking through the top of the cope. 

Next, we place our lift rod through 
the strong back. Place a washer and 
nut on the rod and pull it up firm. 
Lift the cope with the pin-lift, finish 
the cope and place it on the drag. 
Remove the strong back and lift rod, 
and then the snap. This method, you 
will find, is about the easiest way to 
run this type of a job, and the rig- 
ging cost is offset by the high pro- 
duction of good castings. It is far 
better to spend some time and money 
rigging a job right in the first place 
instead of fighting it until you are 
sunk or finally have to rig anyway. 

You no doubt have heard the old 
story of the job around tewn where 
foundry “X”’ had it, but could not 
make out and lost it to foundry “Y,”’ 
which ran hell out of it for years. 
Five will get you ten that “Y’’ spent 
some time, money and brains rigging 
the job so that it could be run prop- 
erly. Money, time and thought can, 
if properly applied, raise Cain with 
your competition. Show me a found- 
ry that has a good, tricky rigger 
with a sack of tricks, and I’ll show 
you a good shop. 

Rig her right from the start— 
don’t let “Y’’ foundry take it away 
from you and rig it. How many 
times have I heard fellows say, we 
could have made that job if we had 
gone to all the trouble of making 
crabs, arbors, etc., as those guys did. 
Sam, remember the local shop which 
for years and years made all the 
city’s street castings until some sharp 
operator 400 miles away bought a 
slinger and rigged hell out of the 
job? You bet you do—we were pall- 
bearers at the funeral! 


Sincerely, 


Link-Belt Co. Moves Offices 


Link-Belt Co. has moved its execu- 
tive offices to the new Prudential 
Building in Chicago, where the com- 
pany will occupy the entire i7th floor. 
The new address is Prudential Plaza, 
Chicago 17. 
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second in a series... CHEMICAL STABILITY 


Comparative stability of MONOFRAX® fused cast refractory (left) vs. fireclay | ture microscope — one of Carborundum’s most useful test facilities. (16 mm. 
right)... under attack by molten glass, as viewed through the high tempera- _— frames shown are not consecutive.) 


Unusual Properties of Refractory Materials 


Chemical stability — Even under high temperature attack by 

gases, acids, corrosive solutions, molten salts and molten metals VALUABLE INFORMATION FOR USERS OF: 
—the chemical stability of CARBORUNDUM'S super refractories 
enables them to fill industrial requirements that other refrac- 
tories are unable to meet. For this reason, they are being used CATALYST SUPPORTS + OXIDE, BORIDE, NITRIDE AND CARBIDE HIGH- 
with increasing frequency in critical applications: i.e. as linings TEMPERATURE MATERIALS *° CERAMIC FineD 

in controlled-atmosphere furnaces, in the production of muriatic 
acid, as radiant tubes, in the submerged combustion of liquids 
containing free acid — such as mixed chlorides and sulphates of 
iron, zinc, mercury and tin; in retorts for reducing and refin- MAIL THIS COUPON TODAY-——-—-——— 
ing zinc, melting copper alloys and for hundreds of similar 


REFRACTORIES * CASTABLE CEMENTS * POROUS PLATES AND TUBES * 


All in the new magazine “Refractories” 


applications. 

CARBORUNDUM'S laboratories are constantly developing new Dept. A46, Refractories Division 

super refractories to meet specialized application problems. The Carborundum Company, Perth Amboy, N. J. 

Current research projects include refractory materials for guide iin ; 
irrent rese irch projects include refractory material: for guided Sheil: ei thie tad tid cel 

missile components, for atomic reactors, and for applications 

where wear and corrosion are unusually severe. iad Title 
The forthcoming issue of CARBORUNDUM’S new magazine 

“Refractories” treats the subject “Chemical Stability of Refrac- 

tories” in detail. Send for your copy today. 


Company 


Street 


CARBORUNDUM si 


Registered Trade Mark 
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Cleveland Non-Ferrous: Mem- 
bers of the Cleveland Chapter met 
Feb. 16 at the Cleveland Athletic 
Club to hear Walter Duryea, White- 
head Brothers Co., Columbus, O., dis- 


cuss foundry sands. Mr. Duryea was 
assisted by Lee Hutson, Whitehead 
Bros. Co., Columbus. 


For more information 


After showing a film on how sands 
were deposited on the East Coast 
and are mined, Mr. Duryea spoke on 
synthetic sands in nonferrous found- 
ries. High production, he said, calls 
for new techniques. Sand must be 
as cheap as possible, flow through 


equipment, mold easily, stand up 
Cord, page 187 


4, - 
rature or more 


For more information, use Reader Service Card, page 187 
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during pouring, collapse easily and 
give easy cleaning. Control is the 
way to achieve such a sand. Trial 
and error is a poor method: Too many 
foundrymen look for remedies _in- 
stead of causes. 

Because lack of control causes 
problems, a foolproof sand is neces- 
sary. Synthetic sand fills the bill. 
It requires only a muller to mix it. 
Mr. Duryea recommended a synthetic 
sand facing with a natural sand back- 
ing. Synthetic sand from the shake- 
out will improve the sand heap. Pre- 
ferred bond for both aluminum and 
brass is southern bentonite, but a 
little western can be used if cutting 
and washing occur. Southern benton- 
ite is considered best for good shake- 
out characteristics. 

Cereals can eliminate some scab- 
bing, ramming and buckling defects, 
but hamper flow of sand and cause 
rough castings. Maximum carbon 
should be 214-3 per cent. Too much 
causes “zinc-worm’’ defect. Hard 
maplewood fiour is the best stabilizer. 
The proper proportion of moisture 
varies with fineness of the sand. Add 
diethylene glycol to prevent drying 
out. Aeration promotes workability 
of the sand. 

For natural sands, Mr. Duryea ad- 
vised against use of bentonites. Many 
natural sands require too much mois- 
ture for best results from them, he 
said. Bentonites give up moisture 
more easily than natural clays. Mr. 
Duryea advised use of Albany sands 
for flowability, but not when high 
strength is required, unless clay is 
added. Albany deposits are nowhere 
near depletion, ne stated, nor has 
the quality changed—Jack C. Miske 


Connecticut: The AFS chapter 
met Feb. 28 at Waverly Inn, 
Cheshire, Conn., to hear Hans J. 
Heine, technical director, AFS, speak 
on “New Horizons in Foundry 
Progress.” Mr. Heine pointed out 
that potentials of the industry are 
tremendous and then elaborated on 
the many changes currently taking 
place that are laying the groundwork 
for improved practice and methods 
in the future. 

Research in unexploited metals to- 
gether with development of popular 
metals and methods, vacuum melting, 
metallurgy of minute alloy additions, 
vacuum degassing, high - pressure 
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agents, horizontal pouring, mold 
coatings, shell cores, sand additives 
for controlling chill, CO: process, 
olivine sands, automation, safety, air 
pollution, noise control and hygiene 
legislation were all touched upon in 
light of the possible effects they will 
have upon the foundry of the future. 
—Gordon B. Mannweiler, Eastern 
Malleable Iron Co. 


Northeastern Ohio: Nearly 200 
foundrymen and guests gathered at 
the Tudor Arms Hotel, Cleveland, on 
Feb. 9 to hear Robert M. Ling, as- 
sistant to the president, Dike-O-Seal 
Inc., Chicago, describe ‘Improvement 
of Coreblowing Techniques.” 

Mr. Ling opened his talk with a 
discussion of blow-by in coreboxes. 
He characterized it as expensive be- 
cause it wears coreboxes, causes poor 
cores and wastes compressed air and 
core sand. In addition, it is danger- 
ous, particularly to eyes. It adds to 
labor costs by requiring that cores 
be patched and/or trimmed. Worst 
of all, if blow-by causes a poor core 
which is used, it means a scrap cast- 
ing. 

Many attempts have been made to 
prevent blow-by, but most of them 
only create new problems. These at- 
tempts have included greater closing 
pressure, rubber compression seals, 
vents, calking and other measures. 
Each has its own disadvantages. 

Mr. Ling then described the type 
of seal developed by his company. It 
uses a spongy rubber seal which is 
built into the box, the rubber on one 
half fitting into a channel tooled into 
the other half, affording metal-to- 
metal contact at all times. The seal 
design differs in varying types of 
coreboxes; venting, blow pressure, 
etc., are adapted to individual core- 
boxes. 

Mr. Ling also described a very thin 
polyethylene pad his firm builds into 
boxes at the bottom, where blow-in 
strikes, which has withstood as many 
as 5400 blows.—Jack Miske. 


Chicago: The three-session lec- 
ture course on “Product Improve- 
ment” which the AFS chapter ar- 
ranged for its 1956 educational pro- 
gram was launched at the group’s 
Mar. 5 meeting. N. Levinsohn, 
foundry superintendent, Minneapolis- 
Moline Co., Minneapolis, presented 
the introductory lecture on ‘Produc- 
ing Quality Castings,’”’ and set the 
stage for two lectures scheduled to 
follow. 

Scheduled for Mar. 12 was Harold 
H. Johnson, director of research, Na- 
tional Malleable & Steel Castings 
Co., Cleveland, speaking on “Exist- 
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Overhead 
Sorting and Grinding 
System... 


Engineered by 
PLANET... 


Saves Foundry 
Time, Labor and Space 


This overhead sorting and grinding 
system was recently designed, engi- 
neered and installed by the Planet 
Corporation. 

In operation only a short time at a 
large midwest malleable iron foundry, 
it has already proven it will increase 
production and reduce labor costs. 

You can increase the efficiency of 
your plant with Planet foundry automa- 
tion. Whatever your specific problem 
may be, Planet foundry specialists can 
solve it in a way that will cut your 
costs. For further information, with no 


obligation, write or phone today. 


1T PAYS TO PLAN WITH PLANET 


PLANET ~ 
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1818 SUNSET AVENUE 
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1. Castings come from heat treat to 





receiving station in furnace trays which 






are dumped automatically. An inclined 





conveyor then raises castings to upper 






level sorting belt. 









































2. Castings are picked from sorting belt 
and dropped into segregating hoppers. 
Any castings missed as they pass their 
particular segregating stations are re- 
circulated back past the stations auto- 
matically. This system is very flexible, 
since many different castings can be 
sorted; or the same volume, but with only 


a few different castings, may be sorted, 


re 
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3. The sorted castings are carried by 
gravity from the segregating hoppers to 
a convenient work level at the grinders. 
After grinding they are dropped into 
dump hoppers for distribution. 
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@ STEEL FABRICATION 


ing Foundry Processes and How To 
Improve Them,” and for March 19 
Robert F. Thomson, staff member, 
General Motors Corp., Detroit, lec- 
turing on “Planning for the Twen- 
tieth Century Foundry.” 

In prefacing his address, Mr. 
Levinsohn commented that much 
has been heard of quality castings in 
the last ten years and unfortunately 
there are those who believe the pro- 
cedure for getting them is something 
for big foundries to work out first. 
On the contrary, the speaker em- 
phasized, any foundry can achieve 


STANDARD GRINDERS 
IN ACTION 
ATLAS FOUNDRY CO. 
MARION, IND. 





Castings are on the move in Marion! 

costs cut, production upped, 
shut-down time nil. And that’s the 
story wherever STANDARD’S Twin- 
Wheel Snagging G.inders are on the 
job! Sizes to 100 hp, 20” to 30” 
wheels. Get the facts todcy .. . 
facts that mean a new kind of p-o‘it- 
FUTURE for your foundry. WRITE 
FOR LITERATURE. (Booth 1838, 
CASTINGS CONGRESS & EXHIBIT, 
ATLANTIC CITY * MAY 3 thru 9) 


quality control by giving proper at- 
tention to factors involved. 
tequisites for quality castings 
from the purchaser’s standpoint, he 
continued, are smooth finish, free- 
dom from blowholes and_ shrinks, 
freedom from scabs, trouble-free ma- 
chining, correct dimensions, close 
tolerances and lowest price. 

Mr. Levinsohn was emphatic that 
quality castings can be produced if 
the production control procedure em- 
braces: Specifications for molding 
and core sands, good gating and 
risering practice, correct metal com- 
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position and temperature, and the 
intense desire to produce quality 
castings permeating the organization 
from top management through pro- 
duction workers. 

In his presentation, the speaker 
used slides showing records and 
charts which must be kept to insure 
constant control over all factors 
which have an influence on casting 
quality. 

Four roundtables will feature the 
chapter’s Apr. 2 meeting. The Main- 
tenance, Malleable and Gray Iron di- 
visions will combine to consider “Wet 
and Dry Sand Reclamation.” Steel 
division will discuss ‘‘Use of Oxygen 
for Steel Melting;’’ Nonferrous di- 
vision will investigate ‘Melting 
Fluxes and Refractories;’’ and the 
Pattern division will look into ‘Pat- 
terns for Modern Processing.” 
Erle F'. Ross. 


Lehigh Valley: Lehigh valley 
Foundrymen’s Association met Feb. 
14 at Hogg Hall on the campus of 
Lafayette College, Easton, Pa. Ray 
Olson, sales manager, Shell Process 
Inc., Chicopee, Mass., spoke on “Shell 
Molding’”’ and presented slides show- 
ing shell molding and coremaking 
equipment in operation. One hundred 
twenty-five persons were attracted 
to the meeting. 

Technical talk was preceded by a 
coffee talk by H. E. Cragin Jr., plant 
manager, Taylor-Wharton Iron & 
Steel Co., High Bridge, N. J., on 
skiing as recreation. Hans Jacob, 
foundry superintendent, Lehigh Inc., 
presided and Frank Cox, foundry su- 
perintendent, Taylor-Wharton Iron 
& Steel Co., served as_ technical 
chairman.—R. B. Fischer, Ingersoll- 
Rand Co. 


Central Ohio: Two Ohio State 
University students presented papers 
relative to investigations of current 
interest to themselves at the Feb. 
13 meeting of the AFS chapter at 
the Seneca Hotel, Columbus, O. 
George B. Greenwood discussed a 
room temperature curing binder for 
cores and dry sand molds. Orald L. 
Stewart presented a study on cupola 
air supply and design of a split-type 
baby cupola—Jose Acebo, Ohio Mal- 
leable Division, Dayton Malleable 
Iron Co. 


Pittsburgh: Members of the AFS 
chapter met Feb. 20 at Webster Hall 
Hotel, Pittsburgh, to hear Harold H. 
Johnson, director of research, Na- 
tional Malleable & Steel Castings 
Co., Cleveland. Mr. Johnson’s talk, 
“Control of Gases in Steel Castings,” 
concerned sources of gases and pos- 
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Electric or Fuel Fired 
Continuous or Batch Types 


We build the furnace to fit the job 





Charging end of an EF continuous special 
atmosphere furnace handling short cycle 
malleable castings. Shows 2 baskets of cast- 
ings ready for pushing thru furnace in 2 
parallel rows. The castings are uniformly 
treated in a special atmosphere produced by 
an hor generator—no packing material is 
needed, 








A battery of large El fuel fired batch 
type furnaces with quenching equipment. 
Gantry crane handles large castings or other 
products into and from the furnaces or 
quench. This type also used for annealing, 
normalizing and other heating and quench- 
ing processes on weldments, forgings, plate, 
coiled strip and other products. 





Large EF gas fired bulkhead, car bottom 
type turnaces with motorized car and door 
operating equipment and automatically con- 
trolled heating zones are used for uniformly 
relieving 


annealing large castings, stress 
weldments and other processes. 
Foundry Bulletin 
No. 461 
shows typical installations 
of EF Gas-fired, Oil-fired 
and Electric Furnaces 


Send for a copy today! 








GAS-FIRED, OIL-FIRED AND ELECTRIC FURNACES 
FOR ANY PROCESS, PRODUCT OR PRODUCTION 


Canadian Associates 
CANEFCO LIMITED @ _ Toronto 1, Canada 


April 1956 


For more information, 


sible process controls. About 110 
members attended. 

Hot tears and porosity are twin 
enemies to steel foundrymen and 
there is no certain way to anticipate 
when trouble will begin. Speaker 
showed the effects of too much 
hydrogen in metal and summarized 
the effects of hydrogen on casting 
soundness. He suggested that the 
steel melter has the best opportunity 
to control gas content. Regardless of 
the melting unit, the only way to 
control gases is to control each step 
in the melting process.—Robert M. 
Love. 


Ontario: Ferrous and nonferrous 
sections of the AFS chapter held 
group sessions at the Feb. meeting 
at the Royal Connaught Hotel, 
Hamilton, Ont. John Perkins, Ford 
Motor Co. of Canada, was chairman 
of the ferrous section. Panel mem- 


bers and their discussion subjects 
were: A. Jamieson, Canada Iron 
Foundries, ‘Charging and Light-Up 


Marrack, McKinnon In- 
dustries Ltd., “Air Placement Meth- 
od,”’ and J. N. Chappel, Ford Motor 
Co., “Front Slagging Practice vs. 
Rear Slagging Practice.” 

J. Morgan, Foundry Services (Can- 
ada) Ltd., chairmanned the nonfer- 
rous session. W. H. Irwin, Canada 
Metal Co., described a bronze cen- 
trifugal casting process newly intro- 
duced to Canada from Germany by 
Mr. Irwin’s company. Flawless ma- 
terial, reduced machining time and 
long wearing properties are a few 
of the advantages claimed for cast- 
ings made by the process. Slides and 
film were shown to give members a 
better understanding of the process 
Len Humphreys, A. H. Tallman 
Bronze Co. 


Practice,” J. 


Detroit: James H. Smith, general 
manager, Central Foundry Division, 
General Motors Corp., Saginaw, 
Mich., spoke before the AFS chapter 
at its Feb. 16 meeting at the Tuller 
Hotel, Detroit. Mr. Smith’s talk, ‘To 
Meet the Challenge,” is presented in 
an article on page 96 of this issue. 
A. D. Postma. 


Connecticut Non-Ferrous: 
Connecticut Non-Ferrous Foundry- 
men’s Association held its Jan. 18 


and Feb. 15 meetings at the Quinni- 
piack Club, New Haven, Conn. At 
the January meeting, Donald R. Jef- 
ferson, quality control engineer, 
Aluminum Co. of America, 
port, Conn., talked on “Applying 
Quality Control Methods to a Found- 
ry Operation.” At the February 
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meeting, J. Donald Pisula, manager, 
Refractory Products Sales, Corning 
Glass Works, Corning, N. Y., spoke 
on the “Corning Glascast Process.” 

Mr. Jefferson indicated that qual- 
ity control is another method for 
converting the foundry industry from 
an art to a science in that it de- 
scribes variables in numerical terms 
so that they may be attacked scien- 
tifically. The purpose of quality con- 
trol—that of producing a uniform 
product at minimum cost—can be 
achieved by using a common-sense 
approach alone or an approach based 





A dependable, LOW COST... 


Motorized Brinell Hardness Tester by ; = 


Steel City Testing Machines, Inc. 


@ Positive accuracy 

@ Finger-tip operation 
@ %” stroke 

@ For shop or laboratory 


Now even the smallest shop can afford a 
dependable and versatile Brinell Hard- 
ness Tester. Priced exceptionally low, 
Model L is a motorized hydraulic machine 
with which even an inexperienced opera- 
tor can make tests in strict conformance 
to A.S.T.M. Standards. 





Engineered by Steel City, leader in the 
field since 1914, the new tester is de- 
signed for years of maintenance-free 
operation. The %4” stroke permits succes- 
sive tests without anvil readjustment. Load 
is applied by finger-tip pressure on 
operating handle. 


Write for full particulars today and name 
of nearest sales representative—conven- 
iently located in your area. 


W's New! 


on the use of statistical methods. 

The two methods also can be com- 
bined. Every process consists pri- 
marily of incoming material, existing 
conditions, a human variable and a 
finished product. Control of these 
four factors means control of the 
process. Since it is difficult to an- 
alyze the complex foundry process, 
it can be subdivided into a number of 
simpler processes that can be con- 
trolled. In controlling the simpler 
processes, the overall variability is 
reduced, resulting in a more uniform 
product and a successful quality con- 
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MODEL L 
Vert. openina—9” 
Throat depth—6” 
Bench space—9” x 25” 


Manufacturers of machines for testing physical properties of metals, including: 
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Brinell Hardness Ductility Tensile Compression 
/ x ”A\ 7 
Vy : 
\¥ yY Sake. 
Transverse Hydrostatic Proving Instruments Flex-Tester 


8801 Lyndon Ave. Detroit 38, Mich. 


9 
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. - ond Special Testing Machines. 
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the foundry. 
the basic 


trol program for 

Mr. Pisula explained 
process of using silica glass for 
molds in casting metals. He stated 
the process has advantages over lost 
wax and other investment methods 
of casting where precision, time ele- 
ment and tooling are of importance. 
Mold material is reclaimable and in 
some instances the mold can be used 
many times over. 

Due to its low and uniform ex- 
pansion coefficient, the castings 
produced by this process are excep- 
tionally accurate, some being pro- 
duced to 20 and 40 microinches in 
surface finish and 0.005-in. tolerance 
with as high as 90 per cent good 
castings in precision work.—Frank 
B. Diana. 


Philadelphia: One hundred ten 
members and guests of the AFS 
chapter met at the Engineers Club, 
Philadelphia, on Feb. 10 to hear 
William G. Gude, managing editor, 
FOUNDRY, review what has happened 
in the foundry industry in the last 
ten years and point out some of the 
trends that are indicated for the fu- 
ture. 

Chapter’s educational committee, 
under the direction of Edwin A. 
Zeeb, Dodge Steel Co., and E. H. 
Finderlein, Enderlein Foundry, has 
presented a_ series of roundtable 
meetings and plant visitations cover- 
ing all phases of the industry. With 
the meeting season coming to a close, 
two visitations are on the schedule 
for April—the Stee! group will visit 
the General Steel Castings Co., 
Eddystone, Pa., on Apr. 6 and the 
Gray Iron group will visit the 
Florence Pipe Foundry & Machine 
Co., Florence, N. J., on Apr. 20.- 
Charles R. Sweeny, Atlantic Steel 
Castings Co. 


Western Michigan: Bill sterns, 
Muskegon, Mich., was the location 
for the Feb. 6 meeting of the AFS 
chapter. Wayne H. Buell, executive 
vice president, Aristo Corp., spoke on 
“An Outline of Evaluation and Qual- 
ity Control of Core Oils.’’-—Joe Can- 
non, Muskegon Aluminum Foundry 
Co. 


Washington: Forty members at- 
tended the Feb. 16 meeting of the 
AFS chapter at the Stewart Hotel, 
Seattle, Wash. Dean E. Shull, tech- 
nical representative, Pure Carbonic 
Co., spoke on the CO: process and 
presented the process as another tool 
for foundrymen—not a cure-all. The 
method was explained and the ma- 
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terials and equipment required were 
given special attention. Cores were 
made following the meeting. A film 
on the subject also was shown. 
E. F. Riedle, Puget Sound Naval 
Shipyard. 


New England: About 100 mem- 
bers of the New England Foundry- 
men’s Association assembled at the 
University Club, Boston, Mass., on 
Feb. 8 and heard Frank G. Steine- 
bach, editor, FOUNDRY, discuss ‘Can 
We Sell More Castings?” 

Mr. Steinebach emphasized that 
more castings can be sold if the in- 
dustry does a better job of mer- 
chandising. Production, research, 
pricing, selling and promotion are 
the five important aspects of a total 
merchandising package and_ each 
must receive attention if the indus- 
try is to move forward. It is vital 
also that the foundry industry look 
for new business in applications now 
being served by other means of 
fabrication. - Frank 8S. Holway, 
Mystic Iron Works. 


Texas: Fifth meeting of the 
season for the AFS chapter at- 
tracted 65 members and guests to 
Hotel White Plaza, Dallas, on Jan. 
20 to hear Howard H. Wilder, Iron 
Foundry Division, Vanadium Corp. of 
America, Detroit, discuss ‘‘Cupola 
Practice.”” Mr. Wilder’s talk was il- 
lustrated and presented from the 
viewpoint of the development work 
being carried on by the AFS rather 
than that of any individual manufac- 
turer. W. A. Bearden, M. A. Bell Co., 
served as meeting and program 
chairman—J. S. Ahrens, National 
Carbon Co. 


Conestoga: Louis Dill, sales 
manager, George F. Pettinos Inc., 
Philadelphia, spoke to the Conestoga 
Foundrymen’s Association at Lan- 
caster, Pa., on Feb. 18, on “Foundry 
Sands and Additives.”’ Following the 
talk @ panel discussion was _ held. 
Panel members, in addition to Mr. 
Dill, were Daniel J. Jones, New Jer- 
sey Silica Sand Co., Millville, N. J., 
Ben Beldin, Whitehead Bros., New 
York, N. Y., and Walter S. Trout, 
George F.. Pettinos Inc. 


Southern California: Dean ©. 
Shull, technical representative, Pure 
Carbonic Co., spoke before the AFS 
chapter on Feb. 10 at the Rodger 
Young Auditorium, Los Angeles. Mr. 
Shull’s subject was the ‘CO, Proc- 
ess.”—Edwin J. Worth, Howell 
Foundry Co. 
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Applications of Aluminum 


Increase in 1956 Autos 


Record 246 Million Pounds 
May Be Used This Year 





Hot Water 
and Steam 
Radiators 


The amount of aluminum used in 
the average automobile has increased 
from 29.6 lb in 1955 to 35.2 lb in 
1956 models, according to a survey 
by Aluminum Co. of America, Pitts- 
burgh. With production of cars in 
1956 estimated at 7 million units, a 
record-breaking 246 million lb of 
aluminum will be used in autos if the 
production estimate is met. 

Nearly 50 per cent of the alumi- 
num in passenger cars goes into au- 
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Flywheel housing and rear bearing re- 
tainer in 1956 Pontiac are aluminum 












tomatic transmissions. Another ma- 
jor application of the metal is in 
engines, now utilizing 30 per cent of 
the total. Body trim accounts for an- 
other 7 per cent, and the balance goes 
into miscellaneous applications such 
as wiring, brakes, power steering 


Ww 
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\S N N AS\ \ and air conditioning units. 
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The Alcoa survey offers several 


- ; ; tm —f TR - reasons for the increased application 
‘Engineered to Give You- ac ert seg agp 


of aluminum. 


Burr-tess_ Construction gines was important because such 

power plants require more of the 

Deep Break-Off- metal than 6-cylinder units. Another 
Tre ; factor was the change in the design 
Carge-Dia._ Shoulders: of General Motors’ automatic trans- 
£ cy ' mission, a change which requires an 

: for asy Seating” additional 14 lb of aluminum per unit. 
Thin: Shoutders—fo 3rowing applications of aluminum 


die castings added to the increase in 


2-01 4-Way Break: Off Nicks: 1956. The survey reveals that die 


casting is the principal production 


ArcExtra_Measure method employed for aluminum auto 


of _the-Quatity_You-Want parts. New models average 15.7 Ib 
of aluminum die castings per car, 


compared with 12.3 lb in 1955 models. 
° ‘ 
Milwaukee Chaplet & Mfg. Co. 


Alcoa predicts that the next im- 
1025 SOUTH 40th STREET ® MILWAUKEE 46, WISCONSIN 
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portant advances for aluminum in au- 
tomobiles will be aluminum radiator 
fins joined to brass tubing. Eventu- 
ally, auto radiators may be all al- 
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uminum. Engine blocks and heads of- 
fer further possibilities, as do brake 
drums and differential housings. 

Looking ahead, the survey indicates 
that aluminum applications on autos 
will rise to 49.8 lb by 1960 and to 81 
lb by 1965. If aluminum were applied 
to all automotive parts which can be 
converted to its use, the total on 
each car would top 300 lb. Pointing 
up the trend to use of aluminum, 
Ford Motor Co., Detroit, has an- 
nounced planned construction of an 
aluminum permanent mold and die 
casting foundry at Listerhill, Ala., 
which will use 64 million lb of alumi- 
num per year. The metal will be 
supplied in the molten form by a new 
reduction plant to be built adjacent 
to the foundry by Reynolds Metal Co., 
Louisville. 


Alcoa Publishes Volume on 
Brazing of Aluminum 


Practical shop data and up-to-date 
developments in the brazing of alu- 
minum are presented in Brazing 
Alcoa Aluminum, a new book pub- 
lished by Aluminum Co. of America. 
This volume, along with a volume on 
welding, succeeds an earlier publica- 
tion, Welding and Brazing Alcoa Alu- 
minum. 

Descriptions of brazing materials 
and the considerations involved in de- 
signing, preparing and assembling 
brazed joints are treated fully. The 
torch, furnace and dip brazing proc- 
esses are described in detail. A tab- 
ular section contains answers to 
most of the routine questions con- 
cerning brazing methods and mate- 
rials. 

Copies may be obtained by writing 
on company letterhead to Aluminum 
Co. of America, 774 Alcoa Bldg., 
Pittsburgh 19. 








‘‘The number of collections has grown so we've 
put a man on it full time.”’ 


April 1956 


Ansul Chemical Co. Conducts 
Free Fire-Fighting Courses 


Ansul Chemical Co., Marinette, 
Wis., will conduct 14 three-day fire 
training courses on its 10-acre fire 
test field during 1956. Registration 
for the no-tuition courses is on a 
first-come, first-served basis, and 
each class will be limited to 25 men. 

Ansul instructors will teach the 
latest techniques in fire extinguish- 
ment. Students will be taught how 
to use hand, wheeled and large sta- 
tionary fire equipment against flam- 


mable liquid and propane gas fires 
so that they will be able to train 
members of their own plants in fire- 
fighting techniques. The — school 
scnedule also calls for group discus- 
sions, motion picture film showings 
and a plant tour. 

Dates of the courses are May 21- 
23; June 4-6, 11-13, 18-20 and 25-27; 
July 9-11, 16-18, 23-25 and 30-Aug. 
1; Aug. 20-22 and 27-29; Sept. 17- 
19 and 24-26; and Oct. 8-10. Addi- 
tional information may be obtained 
by writing to the Director, Custom- 
er Training School, Ansul Chemical 
Co., Marinette, Wis. 
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MIXING CORE 


PASTE BY HAND 








MABCO 


REDDY CORE PASTE 


dispensed with a 
common Barrel Pump 






Mabco Reddy Core Paste is of a conventional type and 
best of all, is ready to use as you get it. No longer is 
it necessary to mix your core paste by hand. 


7b “These pbduautages... 


e@ Ready to Use 


@ No lost time waiting while mixing 


e No wasted paste 


e No waiting time required for setting 


Ad 


2 "molasses gate may be used instead of a pump 
if desired or if pump is not available. 


Write us for full information and prices. 


M.A. BELL CO. 


aa 
eg b> 217 Lombard - St. Louis 2, Mo. EAnss 
slp 5802 Colfax - Houston 20, Tex. se 


Aa “Serving the foundry industry over 30 years” 
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BETTER THAN 





producing sound, 


uniform automotive castings 


¢ 


FANNER 






are the consistent choice of automotive ma 


° “double head’’ designs, their positive core support, 
fun FAN N E R their accuracy of construction, and their complete 
fusion help produce better, sounder castings . . . at 

MOTOR CHAPLETS lower cost! 


for many other products The gigantic flow of uniform, sound castings necessary 
to the automotive industry must be maintained with no 


sacrifice in quality. Unsound castings mean costly 


ey, product failures resulting in wasteful production line 
0 Dy breakdowns. 


For the past 30 years more Fine Fanner motor chaplets 
have been used by more automotive manufacturers for 
more different castings than all other types combined. 
The millions of Fine Fanner motor chaplets that have be- 
come an integral part of every make of motor car man- 
ufactured in the United States are proof of the close 
precision tolerances maintained, and the uniform high 
— quality of these Fanner products. 

Only a few of the wide range of motor chaplets made 
furnaces by Fanner are shown here — get acquainted with the 
complete line of Fine Fanner chaplets by writing today 
for your free copy of the Fanner Chaplet Catalog. 


there are F's FANNER motor chaplets with their exclusive 


pumps 





stoves 














See Us At Booth 417, AFS Convention 
ATLANTIC CITY, MAY 3-9, 1956 


road 
machinery 





Qualified and specialized engineers in Fanner's Technical Service 
Division are available for consultation, wthout obligation, on 
problems of producing more intricate castings; developing increased 
strength, closer tolerances, and better quality; reducing machining 
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ocomotives re won Dery Napvenl arg Mil oi Bir 
has invested in this field to improve your profit picture! Simply 
direct your request to the address shown below. 
farm 
2 THE FANNER MANUFACTURING COMPANY 
machinery designers and manufacturers of fine FANNER CHAPLETS AND CHILLS 





BROOKSIDE PARK CLEVELAND 9 OHIO 
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world’s largest stainless steel! centrifugal casting 





Here, at Sandusky Foundry and Machine Co., is Ajax 
induction melting at its best. Here ... where furnaces of 
up to § tons capacity melt metal for centrifugal castings 
weighing up to 20 tons... Ajax Northrup induction equip- 
ment has simplified techniques, improved casting quality 


and permitted a cleaner, more efficient shop. 


The Sandusky installation typifies a melting tech- 
nology that has revolutionized foundry procedures... 
casting parts of accurate analysis faster and with less 
waste. Sandusky also represents extreme flexibility of 
induction melting. Two motor-generator sets permit com- 
plete freedom of choice when selecting melting facilities 


for a particular job. 


These advantages of Ajax-Northrup induction melt- 
ing equipment can be realized in your foundry .. . 
whether ferrous, non-ferrous, or both. Write Ajax Electro- 
thermic Corp., Trenton 5, New Jersey, for additional 


details in Bulletin 27-B. 





Associated Companies. Ajax Electric Company—Ajax Electric Furnace Co.—Ajax Engineering Corp. 


SINCE 1916 
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Foundry Impregnates Entire Production 


midwestern foundry started im- 

pregnation of 100 per cent of its 
casting production with a new metal 
oxide type sealing material. Reported 
results to date are a substantial in- 
crease in percentage of sound cast- 
ings produced and low maintenance 
costs in the absence of any downtime 
to date. 

The foundry originally converted 
water test equipment on 6-cylinder 
automotive engine block lines from 
a sal ammoniac system to one cir- 
culating a mixture of water and the 
metal oxide seal. Later, a similar in- 
stallation was made on an 8-cylinder 


Mec than a year ago, a large 


Inspecting pressurized casting for leaks. Seal in 
casting cavity is held at 80-90 psi for 15 seconds 


block line at another plant. Cost of 
the operation is estimated at less 
than 3 cents per casting. 

The Impregnation Line——The 6- 
cylinder block impregnation line in- 
cludes three boss grinding or “‘bar- 
bering’ stations which feed four im- 
pregnation stations. Each grinding 
station has one operator. The four 
impregnating machines are tended 
by two men, each man operating two 
machines. The total operating force 
per shift for the entire impregnation 
line is five men. 

Production of impregnated 6-cylin- 
der blocks is about 2400 per 16-hour 
day. About 57 gal of seal is used per 


Four production lines in plant where 2400 six-cylinder engine block castings 
are impregnated with metal oxide type seal during two eight-hour shifts daily 


day. Production of impregnated 8- 
cylinder blocks at the other plant is 
about 900 per day on one 8-hour 
shift, using about 28 gal of seal per 
day. 

The Impregnation Cycle—As_ the 
casting comes from the barbering sta- 
tion along a roller conveyor, the im- 
pregnation operator moves it into 
the impregnating machine. Four air 
cylinders actuate sealing plates which 
close off all casting openings. The 
valve which admits the metal oxide 
type seal to the interior of the cast- 
ing is opened and, with the seal un- 
der pressure inside the casting, a 
quick, careful inspection for possible 
leaks is made under a bright lamp. 
After inspection, the seal valve and 
air valve are closed, stopping the 
flow of seal and retracting the seal- 


Removing casting from impregnating machines. Com- 
plete cycle for process takes less than 35 seconds 
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Please check whether home or business address 


City Zone ___ State 


(| This is a renewal [-] Money enclosed [] Bill firm ["] Bill me 








Does your company operate a foundry? Yes 
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Quickly and Economically 
with 
Norbide Pressure 

Blast Nozzles |. 











® 
You'll find there’s a NORBIDE Nozzle available to give you exactly WNORTONM 


the type of cleaning stream you need — from a pencil-thin stream 
sid . ; BORON CARBIDE 


for cleaning hard-to-get-at spots to a broad stream for large areas. 





And NORBIDE Nozzles - lined with the hardest manufactured mate- 9 ----------- eee er nen ee en 


NORTON COMPANY, Publicity Dept. 


rial commercially available — maintain stream contour, last longer 05 lew Soak Ga, ee 


than any other nozzle made and deliver maximum blasting efficiency 


at minimum cost per hour. Name 
Company 
NORTON COMPANY Street 
43 New Bond St., Worcester 6, Mass. City Zeies:.....Steme 


NORBIDE”. . . the Longest Nozzle Life You Can Buy 


April 1956 For more information, use Reader Service Card, page 187 


Please send me full details on NORBIDE Nozzles. 
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MV 


NOW — IN EASY TO 
HANDLE 50 POUND 
DOUBLE BURLAP BAGS 





toucn / 


Is your present abrasive 
tough enough to prove itself in 
performance? You can’t judge an 
abrasive by looks, claims or prom- 
ises. The only test of any abrasive 
is its cost per ton of castings cleaned. 
Because of exclusive metallurgical 
characteristics, Malleabrasive 
gives you the lowest cost per ton 
cleaned of any premium abrasive 
on the market! This has been 
proved in hundreds of production 
tests by users throughout the coun- 
try. Prove it in your own produc- 
tion test—put muscle behind your 
blast cleaning with Malleabrasive! 
We GUARANTEE that Malle- 
abrasive will give you lowest cost 
per ton of castings cleaned. 

To order Malleabrasive, or for 
additional information on running 
a test, contact Globe Steel Abra- 
sive Co., Mansfield, Ohio. 


Sold and recommended by Pangborn Corporation, Hagerstown, Md. 


For more information, use Reader Service Card, page 187 









ing plates to permit removal of the 
casting from the machine. 

The entire cycle from the time the 
impregnation operator begins to move 
the casting into the machine until 
he removes the impregnated casting 
requires less than 35 seconds. Less 
than 15 seconds of this time is re- 
quired for actual impregnation—that 
is, for opening the seal valve, inspect- 
ing the casting and closing the seal 
valve. No additional immersions or 
baking operations are required. In 
spite of the short cycle time, seal- 
ing is complete because the seal is 
achieved instantaneously. 

Impregnation of the casting prior 
to machining generally is recom- 
mended because the rough casting 
is dry and free from oil and therefore 
easier to wet. This condition permits 
the solution to make a deeper pene- 
tration for a better, more effective 
seal. 

How the Seal Works—The sealing 
material used in this foundry is a 
metal oxide type produced by Prenco 
Products Inc., 507 E. 10 Mile Rd., 
Hazel Park, Mich. Relatively new in 
the field of casting impregnation ma- 
terials, this type of seal consists ba- 
sically of minerals and metal oxides 
suspended in a sodium silicate ve- 
hicle. It also contains a special cata- 
lytic oxidizing agent and a rust in- 
hibitor. 

During the less than 15 seconds 
that the seal occupies the casting 
cavity (at 80 to 90-psi pressure and 
180° F minimum temperature), it 
seals the casting; flushes out core 
sand and other foreign substances; 
and provides the casting with internal 
rust protection. 

Sealing the casting precludes the 
possibility of a fine leaker develop- 
ing. Flushing the casting permits 
elimination of the normal caustic 
wash operation. With internal rust 
protection added, the castings need 
not be covered during storage. 

The metal oxide type seal enters 
the casting cavity and penetrates the 
microscopic pores which exist in all 
surfaces exposed to it. Once inside 
the pores, the catalyst in the seal 
prompts an instantaneous chemical 
reaction which forms a_ metal-to- 
metal bond between the metal oxides 
in the seal and the metal of the cast- 
ing. This bond grows stronger with 
time. The rust-inhibiting surface 
coating is applied to the casting in- 
terior simultaneously. 

Equipment Required—Conversion of 
water test equipment to this type 
impregnation requires minor changes 
in valving and the addition of a sim- 
ple system for pumping the seal and 
holding its temperature at more than 
180° F. The 80 to 90-psi pressure re- 
quired for impregnation means that 
a pumping unit must be provided as 
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1PEKAY 
MIXER-MULLER 
installation 
conditions 

125 TONS 

per hour of 
molding sand 


Up to 125 tons per hour of well-fluffed, 
lump-free, free-flowing sand . . that’s what 
you get with a PEKAY Mixer-Muller instal- 
lation like this one. And it’s consistently 
better-conditioned sand, coming through at 
lower temperatures. 


What’s more, this PEKAY installation was 
made directly on the distributing belt; no 
special feed or discharge belt systems were 
needed. You can see what that meant in time 
saving—and money saving. And another big 
PEKAY advantage is that moisture and bond 
additions are made automatically, with the 
PEKAY Sand and Water Proportioner which 
prevents slurry feeding if the sand storage 
bin is empty. 


A long and growing list of well-known found- 
ries, large and small, have found that in- 


bag tains cco ti ond ba stalling PEKAY Sand Conditioning Equipment is a mighty fine in- 
at International Harvester’s ’ as, : er : . 

WORE, Gack tulend. Wieck) eaneclees vestment—and usually a smaller investment than you'd have to make 
(top) one 2 cutter-2-Muller unit on a 30” for many less modern machines. PEKAY equipment is designed and 
belt, and eee eee tation) -Siel- built to boost production speeds, to improve sand quality, and to com- 
er unit on a 24” belt. Sand feeds from the : ° ‘ a ° : : 

30” te the 34” eb debt enaies, Remevelde bine sturdiness and simplicity for longer life and for easier, less 
side plates make inspection and main- frequent maintenance—all for a lower first cost and with less time 
tenance simple, fast. Any number or com- and trouble for installation. 

binations of units can be quickly installed, 

ys hg _ a cag pl It will pay you to get the full story about PEKAY’s better-engineered, 
ee ae eae eee higher-efficiency Mixer-Mullers, Slurry Systems, Airators, Troff-O- 


Matic Conveyors, M-T-Matic Elevator Buckets. 


MAIL THIS COUPON TODAY FOR COMPLETE DETAILS! 


ree eww wr er www ewer ew ee -—S eee ee 2 2 wee oe - = 
i Specialists in M-T-MATIC ! 
' Foundry Sand-Handling 2 E KAY * A C 4 i a E & E 4 G { ” E E g { a G C 0 [m Elevator Conveyor Buckets i 
; Engineering & Equipment 47, wy. SANGAMON STREET CHICAGO 22, 11L1NO18 !ROFF-O-MATIC Conveyors 
' Gentlemen: 
Please send me details and price information on the PEKAY Mixer-Muller. 
| 

' NAME. e TITLE i 
i COMPANY ‘ i 
STREET & NO. iat CITY ZONE STATE 4 
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PICKANDS MATHER & CO. 


CLEVELAND 14, OHIO 


Chicago ¢ Cincinnati « Detroit + Duluth 
Erie * Greensboro « St. Lovis * Washington 


IRON ORE « PIG IRON 
COAL « COKE « FERROALLOYS 





part of the supply system. 

In the installation described, a 
1300-gal reservoir is used to supply 
seal to the four impregnation ma- 
chines. The reservoir is located in a 
small building attached to the plant 
proper, but outside of it. It is situ- 
ated in the general storage area and 
is quickly and easily serviced by 
maintenance personnel. 

Reservoir content is checked every 
hour and recorded. The check includes 
a sedimentation test (ratio of solids 
to water) and a specific gravity test 
(ratio of sodium silicate to water). 
Since the solids do the sealing, too 
low a content of solids may result 
in incomplete sealing. Too high a 
content may result in poor economy 
of impregnation. If specific gravity 
is too high, the resultant high viscos- 
ity minimizes the effectiveness of the 
seal in penetrating the microscopical- 
ly porous areas in the casting. 


National Bureau of Standards 
Handbook Covers X-Ray Safety 


National Bureau of Standards 
handbook 60, X-Ray Protection, rec- 
ommends standards of safety set 
forth by the National Committee on 
Radiation Protection. It supersedes 
NBS handbook 41, Medical X-Ray 
Protection up to Two Million Volts, 
prepared by the committee in 1949. 

General rules are given for work- 
ing conditions, survey and inspection 
of installations, planning an x-ray 
installation, structural details of pro- 
tective barriers, maximum _ permis- 
sible weekly radiation dose and 
changes in x-ray equipment design. 
Additional rules are given for spe- 
cific applications. 

The handbook consists of 41 pages, 
including nine line cuts and 14 tables. 
Copies may be ordered for 20 cents 
each from the Government Printing 
Office, Washington 25, D. C. 





Glock: 
“This fully equipped personal pack will save 
200 man hours per year per employee."’ 


For more information, use Reader Service Card, page 187 
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Dependability 





is a must...so 











RADIOGRAPHY 
keeps its eye on 
production 


Radiography... 
another important example 
of Photography at Work. 
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EASTMAN KODAK COMPANY, X-ray Division, Rochester 4, N.Y. 


For more information, use Reader Service Card, page 187 





SALES of outboard motors have 
gone up dramatically. New high 
power, smoothness, and quiet 
have all helped. But chief of their 
outstanding virtues is dependability. 
This quality is guarded by 
radiography. It insures soundness of 
castings—sees that weakness is not 
lurking in a hidden flaw. 


Radiography cuts cost, too, when 
x-rays reveal unsatisfactory castings 
before machining is begun. 

Today radiography is playing a 
greater and greater role in good 
foundry operations. It frequently 
points the way to better casting 
methods . .. makes sure only sound 
castings are delivered. 


If you’d like to know how 
radiography can help you, get in 
touch with your x-ray dealer. Or, if 
you like, write us for a free copy 
of “Radiography as a Foundry Tool.” 












Q. What is the only Grit 


combining 
Re) [cm aia 
+ HIGH HARDNESS 
+ SUPER ETCH ACTION 


ed ae OL a 


ca NEW Steel Grit 


Wheelabrator Steeletts, the new high carbon 
alle) steel grit, are the answer to savings in abrasive 





costs because they clean and etch faster, last 
longer and etch more deeply and uniformly. They are also the 
answer to equipment maintenance because unlike ordinary chilled 
iron grit, Steeletts resist breakdown and reduce formation of sharp 


edges that cause excessive wear. 


Steeletts open the surfaces of the work, exposing lustrous virgin 
metal. The etched surface created by Steeletts reflects and diffuses 
light — sun bright cleanliness is uniformly obtained. 


Only Steeletts have the toughness, hardness and performance re- 
quired for economical blast cleaning operations. Try Steeletts and 
see for yourself how they will provide the lowest 


cost etched finish. 


For complete information on Steeletts, 
write today for Bulletin No. 901-D. 
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Occupational Burns in 
The Metals’ Industry 


Their Treatment Has Been 
Improved by New Methods 


By Dr. W. Schweisheimer 


REMARKABLE case of occupa- 
tional burns had a happy ending 
recently in Denver. 

A steelworker, Benny Fernandez, 
received second and third degree 
burns of the neck and face after a 
ladle of molten iron blew up in his 
face. The temperature of the moltén 
iron was 2700° F. 

Thanks to his safety glasses, his 
eyes were unharmed. Thanks to his 
rugged constitution, he quickly re- 
covered from the extremely severe 
burns. “Ben is a steelworker and 
hard rock”, said his doctor. “He 
never went into shock and never 
needed anything else but bed rest 
and local applications.” 

Dr. J. T. Barwick, of the medical 
staff of the Colorado Fuel & Iron 
Corp., was kind enough to give a 
report on the treatment of this case. 
The portion of the neck which was 
burned was mostly third degree. 
Mr. Fernandez was treated by thor- 
ough cleansing with soap and water, 
followed by the application of a so- 
lution made up as follows: Com- 
pound tincture benzoin 8 oz, iodo- 
form powder 5 grams. 

The medical staff of the corpora- 
tion has routinely used this treat- 
ment for burns for the past two 
years. By doing so it has eliminat- 
ed the necessity for changing dress- 
ings daily, and prevented consider- 
able infection, the natural conse- 
quence of any burn. 

The compound tincture of benzoin 
is an alcoholic solution of a balsamic 
resin. When this solution dries, it 
leaves a coating over the burn which 
protects it from the air and thus re- 
lieves the pain to a great extent. 

Sources of Burns—The most fre- 
quent sources of occupational burns 
and scalds are, according to a study 
by Drs. L. Schwartz, Tulipan and 
Peck, foremost experts on occupa- 
tional diseases of the skin: 1) Solid 
bodies—heated metals, molten res- 
ins, rosins, pitch and other sub- 
stances which solidify at once on 
contact with the skin. 2) Liquids, 
such as hot water and heated fats 
and oils, which spread over the sur- 
face of the skin to a greater or less 
extent according to their density. 3) 
Gases such as steam and hot air. 4) 
Flames from ignited materials such 
as wood, coal, petroleum, alcohol and 
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“Tailor 
Made" 


from 


1 
Master 


Pattern 








Eliminate expensive duplicate 


master patterns! We cast 
precision aluminum duplicates 
in one compact mold. Plates 
are poured under pressure to 
assure filling all detail. Mold- 
ing is done in plaster for ex- 
treme accuracy. Write for 


FREE bulletin. 


The 


SCIENTIFIC 
CAST PRODUCTS 


Corp. 
1390 East 40th St. 
Cleveland 3, Ohio 


2520 West Lake Street 
Chicago 12, Illinois 





gas; flames from welding torches; 
explosive mixtures of inflammable 
gases. In explosion or ignition, tem- 
peratures may reach extremely high 
levels and rapidly produce grave 
injuries. 

Some special burns in the metal 
industry, as mentioned by Schwartz 
and Tulipan, are due to welding by 
blowpipe. They usually appear as 
lesions on the backs of the hands 
or the fingers. Employees of found- 
ries and metal works may be hurt 
by slag and splashings of liquid met- 
als. Putting material into hot fur- 
naces has caused severe burns, but 
the introduction of mechanical proc- 
esses is largely reducing the risk 
from this source. 

There are still hazards of burns 
in processes such as tapping or pour- 
ing of molten metal. Burns on the 
top of the foot from droppings of 
molten metal are typical, 40 per cent 
of the burns in metal works occur- 
ring in these various processes. Fly- 
ing particles of hot metal may cause 
burns to the eyes. 

A young man was filling a trac- 
tor’s gasoline tank when it became 
ignited by a cigarette. The gaso- 
line splashed on him, setting his 
clothing ablaze. Medical experience 
shows that those who are burned 
over more than 50 per cent of the 
body, usually do not survive. This 
man was burned severely over 71 per 
cent of his body. 

Recognizing the apparent hope- 
lessness of the case, Dr. James 
Whitelaw in Phoenix, Ariz., gave him 
ACTH, the hormone of the pituitary 
gland that stimulates the adrenal 
gland to manufacture’ cortisone 
which had such excellent results in 
the treatment of arthritis. Imme- 
diately pain and shock disappeared. 
The burns began to heal. Skin 
grafts quickly took over the sites of 
the burns, and new skin grew like 
magic. Dr. H. A. Rusk who re- 
ported this case, stated that a num- 
ber of other burns have been treat- 
ed since in the same way, also with 
good results. 


First Aid for Burns—If a shock 
has been combined with the burn, 
the best treatment is to keep the 
patient warm (not hot), give him 
sweet drinks and reassure him of 
quick recovery. The use of narcot- 
ics will depend upon the presence 
of a doctor. 

Experts recommend that for first 
measure, while the wound is still dry, 
the burn should be covered with 
ointment and light bandages of 
gauze. Don’t touch the wound or 
the gauze which will cover the burn! 

Surgeons clean the surrounding 
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Cleaning 








-WHEELABRATOR’ 


STEEL SHOT 
Wheelabrator Steel Shot is the 
only shot that gives you all the 
qualities vital to lowest COST 
cleaning and peening. Its high 
hardness gives super cleaning 
speed. Its toughness gives extra 
long life for minimum shot con- 
sumption and low maintenance 
costs. Wheelabrator Steel Shot 
has so proved itself that it now 
outsells all other steel abrasives 
combined. It outsells because it 
outperforms. Try it today. It’s the 
low-cost answer to your cleaning 
problems. Write today for your 
copy of Catalog 89-C. 





Now available in 
new S.A.E. size 
$-280 shot 















WHEELABRATOR 


co nm PORATION 






505 South Byrkit Street 


Mishawaka, Indiana 
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skin with soap and water and use 
compresses for one to two days, fol- 
lowed by sterile dry _ dressings. 
Cleansing eliminates bacteria on 
burnt surface and skin. But intelli- 
gent first aid does not use such 
cleaning methods—all it does is pre- 
vent further harm by protecting the 
wound with clean gauze or, in an 
emergency, clean linen. 

A great improvement in _ treat- 
ment of extensive burns is the 
closed dressing principle, first pro- 
posed by Drs. Siler and Reid and 
generally adopted after its merit 


was proved in the Boston Cocoanut 
Grove disaster in 1942. The closed 
dressing, infrequently changed, al- 
lows healing of almost all superficial 
burns, mild or deep, in 7 to 28 days. 
Possible infection will be prevented 
or combatted by preventive doses of 
penicillin. 

Dressings for burns are planned 
not as a mere cover, but for two 
special reasons. The first is to re- 
duce the risk of infection so far as 
is possible. The second reason is 
to reduce the oozing from the burn. 
For the same reason the compresses 


DESPATCH 








Now in operation, this new production foundry is operating 
continuously over two 8 hour shifts, employs 2,000 workers and 
is pouring 1000 tons of gray iron every 16 hours. Cores and molds 
are baked and dried in Despatch Ovens. 


DESPATCH OVEN FEATURES 


Increased Production—100% convection heat and up to 75% recircu- 
lated air give speedy warm up, fast heat recovery after reloading 


and fast baking. 


Quality Baking—Heavy duty, high volume fans give speedy heat 


transfer, assure uniform baking. 


Approved Control— Despatch ovens are equipped with automatic tem- 
perature controls and fire underwriter approved safety systems. 


Efficient Operation— Direct gas or oil fired heaters cut fuel costs... 
for more information about Despatch Foundry Ovens... 


Write for Bulletin 31, or request 
a representative call. 
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are under light pressure, the bandag- 
ing applied firm but not tight. 

Three Degrees of Burns—Burns 
usually are classified in three de- 
grees. 

A first-degree burn may cover a 
large area of reddened and unbrok- 
en skin. A second-degree burn is 
similar to a condition due to a scald. 
Here the skin is blistered and broken. 
In a third-degree burn the tissue is 
burned away to a certain depth. 

A bland or anesthetic ointment 
helps to relieve pain. Quite a few 
substances have been recommended 
as protective coating over the burn. 
Satisfactory results have been ob- 
tained with castor oil, tannic spray, 
petroleum jelly, tannic jelly, gentian 
violet solution, or a 2 per cent solu- 
tion of brilliant green. Second and 
third degree burns need the assist- 
ance of a doctor. 

In cases of burns the intake of 
fluids and salt solutions is helpful. 
Water, tea, coffee, carbonated bev- 
erages, etc. should be offered regu- 
larly to the injured, provided they 
are conscious. 

A flash burn is the most frequent 
eye emergency in the welding in- 
dustry; it is connected with the ul- 
traviolet rays of the welding arc. An 
anesthetic eye ointment in the eye 
every two hours will give relief. In- 
stillation of epinephrine and homa- 
tropine hydrochloride is also recom- 
mended. According to a report by 
Dr. A. A. Knapp, there were many 
flash burns of the eye at the New 
York Navy Yard during the last 
war, all of which were treated in 
this fashion with quick and com- 
plete cure. For additional relief he 
prescribes iced boric compresses, 15 
minutes four times a day. 


MIT Offers Course in Ferrous 
Metallurgy During Summer 


A special two-week summer pro- 
gram in the metallurgy of iron and 
steelmaking will be conducted June 
18-29 at Massachusetts Institute of 
Technology, Cambridge, Mass. Prob- 
lems connected with the solidifica- 
tion of iron and steel will be included 
in the program. 

Other topics under study will in- 
clude reactions in iron and steelmak- 
ing, furnaces and refractories, basic 
physical chemistry and _ practical 
problems. Tuition for the course is 
$200, and the MIT dormitory system 
will be available to all registrants, 
including married couples and single 
women. Further information is avail- 
able from the Summer Session Office 
of MIT. 
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Revolutionary AlRengineering Development by Ingersoll-Rand... 








Torque control 
IMPACTOOL 


FOR HEAVY NUT RUNNING 







Now it’s easy to 
meet torque re- 
quirements with 
lop d-Toht-) a} 0l-\-1o Rob sXe! 
oLeroi bb ae ton'a 


MULTIPLE TORQUE SETTINGS 
MAXIMUM TORQUE—550 FT. LBS. 
SIZE 5340T 


.-e- how can YOU use these 
OUTSTANDING ADVANTAGES? 


e POSITIVE TORQUE CONTROL—a revolutionary use of a rugged steel 
torsion bar for precision control of torque—combined with the power and 
speed of the Impactool. 


e SIMPLE TORQUE SETTING-—torsion bar adjusting sleeve is clearly 
calibrated for changing torque with easy-to-use torque jig. 


e TORQUE SETTING REMAINS CONSTANT —for any nut running con- 
dition until the adjustment is changed. 


e ELIMINATES SPECIAL TEST FACILITIES 





Torque can be quickly and easily 
set, using the jig as shown above. 
The torsion bar automatically shuts e NO NEED FOR PRESSURE REGULATORS—Impactool operates at full 
off the tool when the nut running power and speed. 

resistance becomes equal to the 
stress preset in the torsion bar. 


e NO OPERATOR TRAINING—Torsion Bar Torque Control does not rely 


on operator’s sense of timing. 


e Write, phone or wire for a free dem- 
onstration . . . or write direct for full 


information on this revolutionary AIR- T l-Rand 
engineering development. 


8-306 Air Tool Division 
11 Broadway, New York 4, N.Y. 





























FA 


FOR LIFTS IN 
“ALL CLEAR” AREAS 


FOR “CREEPING” 
WITH FRAGILE LOADS 


Setting cores, drawing patterns and closing flasks require “gentle” treatment 
— slow action that prevents damage and spoilage. Fast hoisting saves when 
castings are handled at shakeouts and tumbling barrels. Both speeds are 
provided by the Series “700” ‘Load Lifter’ Electric Hoist at the push of 
a button. “High” is 3 times faster than “low” —a ton can be lifted a foot 
in 2 seconds or in 6 seconds. 





Performance like this is only one reason why foundrymen like the Two- 
Speed Series “700” ‘Load Lifter’ Electric Hoist. Quality throughout assures 
them of complete safety. Two automatic brakes assure double protection 
while giving them the fast, smooth starts and stops essential for accurate 
load control. 


Put the efficiency and economy of the Two-Speed Series “700” ‘Load 
Lifter’ Electric Hoist into your operations. All types of suspension avail- 
able, including motorized trolley. Capacities: ¥2 ton and up. Get details 
about this tough, powerful hoist from your “Shaw-Box” Distributor or 
write us for Bulletin 410. 


loadl Geer sss: 








MAXWELL 











oO o 
z z 
2“ %| MANNING, MAXWELL & MOORE, INC. 


MUSKEGON, MICHIGAN 

Builders of ‘““SHAW-BOX’’ and ‘LOAD LIFTER’ Cranes, ‘BUDGIT’ and ‘LOAD LIFTER’ Hoists and other lifting 
specialties. Makers of ‘ASHCROFT’ Gauges, ‘HANCOCK’ Valves, ‘CONSOLIDATED’ Safety and Relief Valves, 
‘AMERICAN’ and ‘AMERICAN-MICROSEN’ Industria! Instruments, and Aircraft Products 
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Job Evaluation Increases 


Efficiency of Employees 


Equitable Wage Rates 
Can Be Established 


By Robley D. Stevens 


HE problem of meeting wage de- 

mands and determining what con- 
stitutes a fair and equitable rate for 
a given job perplexes many employ- 
ers. In any industry, harmonious re- 
lations with employees have a direct 
bearing upon the cost of doing busi- 
ness, often making the difference be- 
tween profit and loss. 

Job evaluation provides a work- 
able tool for appraising employee 
performance. A systematic job eval- 
uation plan provides management 
with the information it needs to get 
the best work ‘performance from 
every employee. 

Any job evaluation plan is, of 
course, not a substitute for intelli- 
gent and enlightened personnel rela- 
tions. But in the one area of evalu- 
ating personnel, the same scientific 
principles and objectivity used in 


technical management can be ap- 
plied. 
Dissatisfaction over pay _ rates 


does more to impair employee effi- 
ciency, encourage absenteeism and 
increase labor turnover than any 
other single factor. Ask yourself 
these questions: How does your man- 
agement allot job rates? How does 
it solve wage demands? Are there 
inequities in pay among employees 
working on the same job? How do 
your rates compare with the gen- 
eral level in industry and with those 
of competitors ? 

Job Analysis Is First Step—The 
job classification plan is essentially 
an inventory of the duties and re- 
sponsibilities of employees. For ac- 
curate, objective answers to the 
above questions, there is no substi- 
tute for a sound job evaluation plan 
based on a thorough analysis of every 
job. Such a plan eliminates the 
hazards of arbitrary personal opinions 
and habit in the determination of 
wage rates. It defines the duties and 
responsibilities of each job, regard- 
less of the person who does it, and 
sets up basic and consistent policies 
for compensation. 

The initial step in any job evalua- 
tion plan is to obtain, analyze, re- 
cord and study all factors involved 
in a given job. This step means col- 
lecting complete, accurate and intel- 
ligible descriptions. 

Contrary to popular 


belief, one 
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need not necessarily engage outside 
counsel to install such a system. All 
that is really essential is reasonable 
intelligence, objectivity and a _ will- 
ingness to do the work. 

To be useful for job evaluation, a 
job analysis should include a detailed 
breakdown of every job in the total 
plan. Such an analysis should pro- 
vide management with an organized 
picture of the abilities which, on the 
basis of careful job study, appear to 
be significant in job competence. Col- 
lection of the necessary data in a 
systematic way not only reduces ef- 
fort, but also is helpful in insuring 
adequate coverage and weighing of 
all aspects of the job. 

In making a job analysis for job 
evaluation purposes, the technician 
(foreman in this instance) should in- 
terview inferior as well as superior 
workers. Both can help to provide 
a picture of typical job duties and 
the kinds of information needed to 
perform the duties adequately. 

Critical areas of knowledge 
can be identified by observing the 
characteristic differences in job per- 
formance between two or three of 
the most competent workers and two 
or three of the least efficient. The 
worksheet might include data on 
these points: Job duties, essential 


also 


knowledge, specific information and 
typical inadequacies of the job and 
worker. 

Some companies may find it desir- 
able to maintain a dual filing system 
on job analysis, one set of cards for 
regular use in assembling the _ in- 
formation and one set as a permanent 
file to facilitate location of any par- 
ticular job item, whether active or 


inactive, on which total information | 


is needed. 


Once the questionnaire for job de- | 
scription is ready for use, the av- | 
erage employee can fill it out under | 


proper supervision. Such participa- 
tion will help to sell the job evalua- 
tion plan to workers, who will feel 
greater confidence in themselves and 
in management by getting a clearer 
grasp of their functions and duties. 

Various Systems—Job evaluation 
is not new. The first scientific plan 
for the study of jobs and wage rela- 
tionships was advanced in 1881 by 
Frederick W. Taylor, who made time 


studies and analyzed jobs into units | 


and duties. The analysis consisted 
largely of a sequential listing of the 
steps needed for production and the 


time necessary for each step, so as | 


to accumulate a standard time for 
the production of a single unit. The 
establishment of wages by analysis 


PRODUCTION UP 400% 


No wonder they call it .. . 


SUPER TAMASTONE 





© This SUPER TAMASTONE Match Plate 
is made from 3 loose patterns with gates 
and risers for nickel alloy casting. By 
converting these loose patterns into an 


Super Tamastone will 





work wonders in your foundry too 


economical combination run, the foundry 
was able to obtain uniform and proper 
gating and realized more than 400% 
production increase! 


Write 


TAMMS INDUSTRIES, INC, 228 N. La Salle St., Chicago 1, Ill. 








XNA 
HAIR’S 
- SN 


wer) BREADTH” 


i CONTROL 


SAVES FOR 
FOUNDRIES 


It takes delicate handling to 
avoid spoilage and damage 
losses. That is why the ‘Budgit’ 
Aluminum Chain Block is so 
widely favored by foundry 
men. It has a smooth oper- 
ating, fast-acting brake that 
controls lowering accurately. 


Safeguard your production. 
Use the ‘Budgit’ Aluminum 
Chain Block to set cores and 
draw patterns, to pour off and 
close flasks. It is portable — 
the ideal one-man hoist for 
maintenance as well as general 
lifting jobs. Wherever you use 
the ‘Budgit’, you get fast, safe 
hoisting with little muscle 
effort. Capacities: %4 to 10 
tons. Your Shaw-Box Dis- 
tributor will gladly tell you all 
about the toughest light-weight 
chain block ever built. Or ask 
us for Bulletins 398 and 415. 


£ 
g NK 
Pt ability to any hoist. All types 


% available. Capacities: 4-ton up 
Priced from $18.50. Ask for 
€ bulletin 

4 


Budge, vem 
aa (He BLOCKS 


AN |-BEAM TROLLEY adds travel 
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Builders of 


MANNING, MAXWELL & MOORE, INC. 
MUSKEGON, MICHIGAN 
““SHAW-BOX’’ and ‘LOAD LIFTER’ 
Cranes, ‘BUDGIT’ and ‘LOAD LIFTER’ Hoists and 
other lifting specialties. Makers of ‘ASHCROFT’ 
Gauges, ‘HANCOCK’ Vines oe cies 

N’ 


Safety 
and ‘AMERICAN- 


and Relief Valves, ‘AMERIC. 
MICROSEN’ Industrial Instruments, and Aircraft 
Products 
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Revolutionizes Sand Systems 


he 
HARTLEY 
BOND FEEDER 


e MEASURES 
¢ TRANSPORTS 
e SPEEDS-UP 





Haylco, the originator of automatic moisture 
controls for sand systems, invites inquiries 
on its newest development illustrated here. 
Hopper sizes start at 28 cu. ft. Bond is 
transported to mixer in precisely measured 
quantities which can be changed instantly. 
May be located at floor level, or below, 
any distance from mixer. Ideal for multiple 
mixing units operating from same hopper. 


HAYLCO CONTROLS 
( jorfhoratton 


NEENAH, WISCONSIN 


a SAVE UP TO 50% 


REFRACTORY COST! 
with 








CUT LINING TIME FROM 

2 HOURS TO 30 MINUTES! 
i al-Mohi-tsmiellale MaMa -tagela lola am olaclaila mr 
Method of Application. With a Vibron 
Recoiless Rammer workers will pro- 
duce greater density linings and 
patches with longer life. Result: Major 
overhauls are eliminated . . . only 
minor touchups are necessary. 
Vibron’s Bantam Rammer let's you get 
into the smallest ladle. Vibron’s recoil- 
ess Rammer saves worker time and 
Tal Tae bamolaMe lel ae|-lam lo] om 
WRITE—-WIRE—OR PHONE FOR COM- 
PLETE DATA FOLDER. 
Also specialists in quiet action 
al ldelioley 


VIBRON DIV. — BURGESS STERBENTZ CORPORATION 
3790 WEST 150TH ST. — CLEVELAND 11, OHIO 








has been found in practice to be a 
very definite step forward in solving 
wage demands. 

Here are the four basic job evalua- 
tion systems now in use: 

1. Ranking System—This method 
sometimes is refered to as the card- 
sorting system because the jobs are 
arranged from high to low, like a 
deck of playing cards. All jobs are 
ranked in order of importance—that 
is, in terms of other jobs, not in 
terms of money, and without refer- 
ence to the personality holding down 
the job. The best method usually is 
to list all the jobs in every depart- 
ment on a separate sheet, horizontal- 
ly, and to have department heads ar- 
range them vertically, in order of im- 
portance. The individual department 
lists then are combined into one or- 
ganizational chart. With this type 
of ranking, it is essential to check 
and double-check with the various 
department heads to avoid disagree- 
ment. 

2. Job Classification System—Un- 
der this system, a number of cate- 
gories or grades are established in 
advance, and jobs are assigned to 
these classifications. Such a method 
presupposes that every job contains 
definite elements or phases that can 
be classified into grades. Grades 
then are established on the basis of 
difficulty and responsibility, as rep- 
resented by the number and kinds of 
rules regulating the work done and 
by whether or not and how often 
the work is subject to check. The 
success of such a job measuring 
stick depends on a thorough knowl- 
edge of all the jobs. Every work ele- 
ment must be taken into considera- 
tion and the duties and responsibili- 
ties of every worker clearly distin- 
guished. 

3. Point System—This method is 
the simplest and most widely used. 
Moreover, it rapidly is gaining still 
greater acceptance by American in- 
dustry. Briefly, it works like this: A 
number of predetermined factors, 
such as age, education, years of train- 
ing, experience needed, physical ef- 
fort involved, etc., are found to be 
common to all jobs. <A schedule of 
points then is set up for the various 
gradations of each factor. Each lev- 
el must be strictly defined so that 
consistent interpretations of the ele- 
ments included in each factor may 
be made. 

The levels or grades of each factor 
should be expressed or defined in 
written form, and it also is desir- 
able to have such definitions accom- 
panied by examples of standard or 
well-defined jobs that have taken 
into consideration the following: The 
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minimum ability an employee brings 
to the job; the extent: to which he 
is called upon to use them; the re- 
sponsibilities which the employer de- 
mands on the job, and the conditions 
under which the job must be per- 
formed. When the individual jobs 
have been evaluated, the sum of the 
job factors should be well under the 
maximum total points of the system. 

4. Factor Comparison System- 
There are several differences be- 
tween this method and the point sys- 
tem. One is that the graded factors 
are assumed to be fundamental to 
all jobs. Another is that jobs are 
evaluated relatively, using certain ex- 
isting jobs as points or degrees on 
the evaluation scale. This system 
has the advantages of simplicity and 
of establishing a fixed relationship 
between job value and actual com- 
pensation since it is based on key 
jobs for which compensation is stand- 
ard or, at any rate, not subject to 
controversy. 

Once the key jobs have been se- 
lected, they are ranked from highest 
to lowest in order of importance. 
After the ranking, however, the key 
jobs are evaluated by study and ex- 
amination of individual job descrip- 
tions. All other jobs then are re- 
lated to the key jobs, and the final 

















SMOOTH FLOW OF MOLDS IS GUARANTEED 
Using the NOMAD Track and Pallet System 


Molds are set on roller-equipped pallets, “rolled 
away” on conveyor track and poured. The molds are 
moved to the Mold Dump and dumped. Pallets then roll 
onto the lower return track automatically returning to the 
molding end of the conveyor where the Pallet Raiser lifts 
the pallet into position ready to receive the next mold. 


¢- 
This cycle of molds and mold handling equipment 
results in increased production, economy of space, 
reduced scrap and reduced manpower. 


It's Low Cost Modernization! 


result is an agreed-upon, company- 
wide grading system. 

The important thing to remember 
in any job evaluation plan is that 
it must not become mechanical, but 
should be checked periodically to de- 
termine how effectively it is being 
administered. The one good criterion 
of job evaluation is that its continued 
acceptance be recognized by manage- 
ment and labor. 
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Appoints Sales Representative 

Dracco Corp., Cleveland, has ap- 
pointed Horrell Co., 8240 Beverly 
Blvd., Los Angeles, to be Southern 
California sales representative for its 
dust collectors and conveyors. 
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NOMAD EQUIPMENT DIVISION 
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NARCO 
SAY: 
““SEND FOR 


BULLETIN 
No, 106 REV.” 


NORTH AMERICAN REFRACTORIES CO. 


GENERAL OFFICES ¢ CLEVELAND 14, OHIO 


DISTRICT SALES OFFICES: 
50 Church Street, New York 7, N. Y. 
906 Blue Cross Bldg., Philadelphia 2, Pa. 
89 Broad Street, Boston 10, Mass. 
703 Ellicott Square Bidg., Buffalo 3, N. Y. 
1938 Oliver Building, Pittsburgh 22, Pa. 
Curtis Building, Detroit 2, Michigan 
59 E. Van Buren Street, Chicago 5, Ill. 
606 Terrace Plaza Building, Cincinnati 2, Ohio 


NORTH AMERICAN REFRACTORIES, LTD. 


191 Victoria Ave., South, Hamilton, Ontario 
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Casting Sealant Cuts Production Costs 


AIRCRAFT ENGINE castings now are sealed against 
porosity with a 20-per-cent saving in production cost 
and a 40-per-cent reduction in cycle time at Lycoming 
Division, Avco Mfg. Corp., Stratford, Conn. Developed 
by Bakelite Co., a division of Union Carbide & Carbon 
Corp., New York, the sealant is compounded and sup- 





plied by Impco Inc., Cranston, R. I., to seal castings 
of cast iron, magnesium, copper and aluminum alloys. 
The castings are sealed in less than 5 hours with 
one cycle. Porous castings of a crankcase front section, 
for example, may be placed in a pressure vessel and 
impregnated with the sealant. A vacuum first is drawn 
to remove all air from the pores. Air pressure then is 
applied to impregnate the casting thoroughly, as shown 
here. Castings next are rinsed with warm water and 
a mild detergent to remove any excess of the self-emul- 
sifying resin, and cleaned castings are placed in a tank 
of hot oil at 270° F to cure the resin. The polyester 
sealant gels quickly and forms a hard solid in 60 to 
90 minutes. Each casting finally is tested for leakage 
under water at 180-200° F at pressure to 70 psi. 


For More Details Circle No. 105—Page 187 


Chaplets Reduce Cost of Castings 


LONG, THIN CORES can be made in segments with 
chaplets made by Snyder Chaplets, Davenport, Iowa. 
Used by a midwestern foundry in corn-picker snapping 
roll casting cores, where uniform wall thickness was 
required, these parts cut chaplet cost per casting over 








80 per cent, reduced foundry and machine shop scrap 
from about 30 per cent to 4 per cent and saved an esti- 
mated $1 per casting—a saving of $250,000 in 714 years. 
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When cores are made in segments, long, difficult-to- 
blow coreboxes are eliminated. Shorter boxes with two 
or more cavities are used. In addition, core rise during 
pouring of castings assertediy is avoided. Cores can be 
set easily. Chaplets are inserted in the corebox before 
the core is made and become an integral part of it. 

For More Details Circle No. 106—Page 187 


Hard Resin Lenses Survive Shotgun Test 


HARD RESIN LENSES are said to be 30 times more 
scratch resistant than other plastics and impervious to 
all common chemicals, including such solvents as acetone. 
They reportedly are clearer than fine glass and do not 
discolor with age. Steaming up is reduced substantially, 
and the weight is 
less than half that 
of glass. 

The illustration 
shown here _ was 
taken during a test 
in which rounds 
were fired with a 
16-gage shotgun at 
pairs of spectacles 
in which one lens 
was conventional 
glass and the other 
the new hard resin. 
In these tests, the 
glass was blown out 
each time, at 35, 40, 45 and 50 yards. The resin lenses 
cracked but did not shatter at 35 and 40 yards, and they 
were undamaged at 45 and 50 yards. These lenses are 
made by Armorlite Lens Co., Pasadena, Calif. 

For More Details Circle No. 107—Page 187 


Scrap Metal Is Weighed Electrically 


SCRAP METAL for the cupolas is weighed electrically 
in hopper cars at the Radford, Va., plant of Lynchburg 
Foundry Co., Lynchburg, Va. The weighing system is 
comprised of four SR-4 load cells under the corners of 
the weigh bridge and a combination dial indicator and 
digital printer which 
automatically totals 
weights on all four 
cells. Cells and elec- 
trical instruments 
are products of 
Baldwin-Lima-Ham- 
ilton Corp., Philadel- 
phia. The _ weigh 
bridge has no mov- 
ing parts, and the 
load cells are im- 
pervious to dirt and 
moisture, which 
would create prob- 
lems. 
A feature of the 

scale is a provision against high-impact loads, which can 
occur if a piece of scrap is dropped on a corner of the 
scale. Protection is provided by cushioning overloads on 
springs preloaded enough to prevent compression until 
there is an overload. 
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SILICAMIX. . « @ new, superior, gun-shot 
CUPOLA PATCH 


BUCKEYE SILICAMIX is a new development that provides a su- 


perior gun-shot mix for patching gray iron cupolas. Its uses provide the 
same qualities and results from this gun-shot material that have been 
so popular with the well known Buckeye Silica Firestone. Buckeye Sili- 
camix is actually small pellets of this firestone, coated with clay—a special 
refractory fire clay. When applied under pressure with water, Buckeye 
Silicamix sticks tighter to the cupola walls, keeping costly “drop” to a mini- 
mum. 


Try SILICAMIX on your next cupola lining job... ... 


A Buckeye refractory engineer will bring you free samples for inspection 
and trial. See for yourself how its faster “buckshot” action adds up to 
more economical cupola operation. 


SILICA CHEMICALS, INC. 


Subsidiary of The Cleveland Quarries ce 
AMHERST, OHIO 








: | i d 
al the diferent jobs possible on one «=Cs PENN BUCKETS 
BOKOE No. 3 Universal Miller Wwf = 


For non-ferrous, cast iron and alloy steel tooling, 
patterns and production to close tolerances. 





Use it for radial drilling ¢~ 
in addition to vertical 
milling, universal milling 
and boring up to 11%”. 







@ Column swivels 180° in 
either direction & 


@ Milling head swivels 90° 
in either direction 


@ 3712” throat 


@ Distance between table 
and spindle head 0-371” 


@ Rotary table handles 
bulky work up to 8’2” 


@ Weight 71 tons 


hapa a Y 
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No. 30-A 

Bottom Dump Bucket 
Exclusive design makes this bottom dump 
bucket easy to operate . . . easy to open. 
Efficient for foundry use in handling all 
types of sand, moulding or core, dry or 
prepared. Can be used with coke, scrap iron 
and castings also. Sizes 7 to 200 cu. ft. 


eee” Write Today for Catalog Prices Quoted on Application 





Smaller models, too. 
Write for complete details. 


KURT ORBAN company, inc. ‘oom § PENN IRON WORKS, INC. 


READING, PENNA. 





38 Exchange Place, Jersey City 3, N. J. T.M. RE 
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SPECIFY SCHNEIBLE 
DUST CONTROL 


for simplicity and efficiency 


Waster fFwer 


HARD CHROMED + PORTABLE PNEUMATIC TOOLS 








Let us show you 





how economically. 
a Schneible system 


DO MORE WORK AT LESS COST 


because they deliver more power per cubic foot of 
air consumed, are light in weight for easier maneuver- 
ability and they retain their new tool power longer. 


ARE PREFERRED BY OPERATORS 


because they are lighter in weight, better balanced and 
designed to reduce shock and be free from vibration. 


IF YOUR PROBLEM INCLUDES 


chipping, ramming, grinding, buffing, sanding or 
wire brushing, write us today for full particulars. 


can work for you! 


Contaminated 


Recirculating 
Tank and Pump 


THE MASTER PNEUMATIC TOOL COMPANY, INC. 


ORWEtL, OHIO © U.S.A. 


SALES « SERMOCE *& STOCK «* COAST TO COAST 














Wherever you see a Schneible Dust Control System you’ll 
find an efficient, profitable operation. 


Whether it be Cupola Collectors, Hoods for pouring, 
shakeout, casting cooling, grinding, tumbling or Multi- 
Wash Collectors in operation on one of its many diversi- 
fied uses, you can be sure that economy and efficiency was 
a determining factor in the choice of Schneible Dust 
Control Equipment. 





BENCH 


RAMMER 





The simplicity of the design of Schneible Systems assures 
low maintenance cost and practically no sacrifice of 
valuable working space, while providing profitable pro- 
duction through better employee and public relations. 
Be sure to include a Schneible survey of your needs when 


you consider the purchase of a dust control system. There’s 
a system to fit your requirements, whether large or small. 





CLAUDE B. SCHNEIBLE CO. 
P.O. Box 81, North End Station ¢ Detroit 2, Michigan 





NAME = — 
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CITY. wa ZONE____STATE. 














NG AIR VOLUME AND VELOCITY CHART coupon: | 








Send for Bulletin 300 


DAYTON PNEUMATIC TOOL CO. 





MORE POWER—MORE SPEED 


You’ll get more production with 
these faster, more powerful ram- 
mers and at the same time sub- 
stantially reduce maintenance 
costs. 


The Valve Units will last for years. 
The Cylinder Bores and Piston 
Rods are HARD CHROME 
PLATED which doubles the life 
of the Rammer. Many of the larg- 
est foundries in the country have 
already adopted them as standard. 
Made in six sizes to meet every 
requirement. 


Manufacturers of Pneumatic Tools Since 1903 


DAYTON, OHIO 
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will amaze you. 


UPON RECEIPT OF YOUR PRINTS WE’LL ALSO BE 
PLEASED TO QUOTE ON YOUR CORE PLATES. 


WEST WAY PATTERN WORKS 


9617 CLINTON ROAD + CLEVELAND 9, OHIO 


Manufacturers of the Famous Contemporary Metalcraft 
Sculptured Aluminum Plaques for Home & Industrial Gift 
Givina—Special Plaques are our Specialty. Inquire. 








“CUSTOMCAST™ 


BOTTOM BOARDS 


Standard or Special 


Reduce casting rejects and greatly curtail board vent holes on face to permit gas escapement. 
losses with “CUSTOM-CAST”, lightweight, rust- A raised sand strip around the outer edge peens 
proof, Aluminum bottom boards . . . at prices that each mold uniformly and eliminates sand slippage. 
= In event of accidental breakage or obsolescence, 
No charge for patterns on minimum orders of boards will be bought back by us at better than 


50 or more custom boards. scrap prices. 

Non-warping and non-burning, our boards assure Write for price list of standard sized boards 
uniform molds every time. Stacking problems which may meet your needs or send a sketch with 
eliminated. Boards not affected by weather. dimensions on your custom board for our quotation 


Rib reinforced for strength and rigidity, with and early delivery date. 








Aluminum 





This letter opener is a typical exam- 
ple of a sculptured aluminum prod- 
uct, produced for Mr. “Cliff Cor- 
| nell; well known in the foundry 
trade. 








IVER AL REFRACTORY 
FOUNDRY SUPPLIES 





@ UNIVERSAL refractory strainer 
cores, pouring pipes, and breaker 


cores are custom-made 


Write today, giving specifications 
'fclame Testor iolaMolala Olalhu-iktol Maclixere 
tory foundry items 


THE UNIVERSAL CLAY PRODUCTS CO. 


1515 EAST FIRST STREET SANDUSKY, OH!O 





April 1956 











HOLD DOWN THOSE 
DIE CASTING COSTS 


Protect the “hot spots” in 
your equipment... 

End seizing and galling 

of die fittings 











In 2, 1-pint and 


PLUNGER AND 
PLUNGER PIVOT 





GOOSENECK ADJUSTMENT 











Ceili ys Thred-Gard High Temperature 
Anti-Seize Compound to protect equip- 
ment and fittings up to 1200°F. Eliminate production 
losses and maintenance costs due to heat strain, seizing 
and galling. 
Here’s what a drop or two of Thred-Gard will do: 
Die casting machines—Reduce down time by insuring con- 
tinuous, long lasting operation of plunger, plunger pivot, 
lever shoes and gooseneck adjustment. 
Die casting dies—Insure efficient, uninterrupted operation 
of ejector pins. Prevent thread fracture on screws and 
hollow head bolts due to seizing and galling— yet, initially, 
permit them to be drawn to a greater degree of tightness. 
Save money on your die casting operations. Ask about 
Thred-Gard. Request a free sample. 
Crane Packing Company, 6457 Oakton St., Morton Grove, 
Illinois. (Chicago Suburb). In Canada: Crane Packing Co., Ltd., 
Hamilton, Ont. 








TT YO crane PACKING COMPANY i@nk_ 


For more information, use Reader Service Card, page 187 263 
































Nonferrous metal-cutting BAND- 

SAW BLADES SHARPENED and 

REPAIRED ...... QUICKLY 
ACCURATELY 


REASONABLY 


The Lenox blade you see here in a 
Tannewitz machine is one of our re 
sponsibilities. We keep it sharpened 
and repaired for the Harsch Bronze 
and Aluminum Foundry, Cleveland, 
where it gets plenty of hard service. 
Photo shows it sawing a large riser 
from a heavy aluminum casting. Jobs 
like these are rough on bandsaw 
blades—and that’s why our services 
are so helpful. We keep these blades 
sharp; we adjust the teeth, check the 
pitch, and keep life in blades that 
otherwise are headed for the scrap ) 
pile. If you use metalcutting band- ~“- 

saws, we can save you money by tak- Sr ee 
ing care of your blades. Just ask us: 


we'll show you. Write today: ol i NN C K LEY i NDUSTRI ES 


P. O. BOX 1100 BRUNSWICK, OHIO 

















BE PREPARED TO HAVE 


BETTER CORES 


By Inserting 


Yi) 5. EDWIN S. CARMAN, INC. 
| VENTS : | LEE ROAD AT MAYFIELD 


CLEVELAND 18, OHIO 








SMILLIE 














a A COMPLETE FOUNDRY SERVICE 
FOR BLOWING CORES 


"cw swine «co. || MOST 


1124 Woodward Heights Ferndale 20, Mich. 

































Brass @ Bronze 


the right answer for 
every casting job = al © Tin 


SUPERIOR CASTING ALLOYS by —2™,5.“s#nitm arose 


exacting requirements of 


engineer and caster. 


Laboratory controlled production. 
Shipments strapped on 






a. 7. - z =” 
“Dependable service since 1922” es 5 
91-125 Scott Ave. at Randolph St., Brooklyn, N. Y. 


HYacinth 7-3470-1, 2, 3 


consumable pallets. 
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HOW MUCH IS 


‘“‘DOWN-TIME’’ 
COSTING YOU? 























NO FLATS 


WITH MITCO 
INDUSTRIAL TIRES! 


Replaces conventional pneumatic 
tires on Payloaders, Fork Trucks, 
Tractors, Industrial Carts and 
other Industrial Equipment. 


LOAD CAPACITY 
equal to the heaviest 
ply pneumatic tire. 
TRACTION 

far superior to any 
continuous tread 
tire. Mitco Tires 
have sure-grip tread. 
RESILIENCY 

of the Mitco Tire 
compares favorably 
with pneumatic tires. 
STEERING 

is easier, more 
accurate, when 
industrial equipment 
has Mitco Tires. 


MITCHELL INDUSTRIAL TIRE COMPANY, INC. 
P. O. Box 468, Chattanooga, Tennessee * Phone TAylor 1-7531 





No work stoppage 





caused by 





punctures or 
blowouts! 















Try a Set of 


mitcO’sS 


ed | 
Satisfaction Guarante 





When You Think of 


ALUMINUM 
BRASS & BRONZE 


Think of Sonken Galamba 


The initials “S-G” on aluminum, 


brass or bronze ingot means 
uniform quality that has been 
produced to meet the most rigid 
chemical and physical specifica- y 
tions. Whether it's for permanent & 
mold, sand or die cast, MK, 

you can be confident 


with “S-G” ingot. 


SONKEN GALAMBA CORPORATION 


Riverview at 2nd Street » Kansas City 18, Kansas 


April 1956 





Write or wire us for Nearest Distributor 

















COLUMBIA- 






SOUTHERN 













SODA 
BRIQUETTES® 
























for efficient 






desulphurizing 






















EO NINYATASNN a HOW dS 
ees SA41S BANIe K>4NES 











In Blast Furnace and Foundry, Columbia-Southern Soda 
Briquettes can always be relied upon for efficient action in 
the desulphurizing and physical cleansing of iron. 

Blast Furnace operators can be certain that sulphur analysis 
specifications will be met for Open Hearth or Bessemer 
Departments. 

In the Foundry, Columbia-Southern Soda Briquettes im- 
prove the melting conditions and properties of iron. When 
added to the melt charge, the slag becomes more fluid and 
refining value is increased. The release of gases and im- 
purities is speeded for quicker surfacing of spent slag. 

Order your supply today by name “Columbia-Southern 
Soda Briquettes.” Packed in 100 lb. paper bags; easy to 
handle and store. 


(\&\ COLUMBIA-SOUTHERN 
v', \ CHEMICAL CORPORATION 


SUBSIDIARY OF PITTSBURGH PLATE GLASS COMPANY 
ONE GATEWAY CENTER: PITTSBURGH 22: PENNSYLVANIA 
DISTRICT OFFICES: Boston * Charlotte * Chicago * Cincinnati * Cleveland 
Dallas * Houston * Minneapolis * New Orleans * New York * Philadelphia 
Pittsburgh * St. Lovis * San Francisco 


IN CANADA: Standard Chemical Limited and its Commercial Chemicals 
Division 
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@ HANDLE COKE WITH 
MINIMUM DEGRADATION 


@ HANDLE SAND 
WITHOUT LEAKAGE 


with the same BLAW-KNOX 
DUAL-PURPOSE FOUNDRY BUCKET 








Above — Rated 1-cu. yd. closed 
head type Blaw-Knox "'Shark- 
Tooth” Bucket, without liner 
plates, reeved 2- Se . 13'6" 

headroom. Range of sizes for 
every requirements. 


Right— This open head type 
Blaw-Knox Bucket, rated 1-cu. 
yd., is equipped with liner 
plates for vehandling sand, 
coal, limestone, etc. Shown 
reeved 2-parts for 8'9” head- 
room. Choice of sizes. 


BLAW-KNOX “Shark Tooth” 
Single- Line Hook-On Buckets 
cut the cost of rehandling coke, 
coal, sand, and small limestone 
because one bucket, with easily 
attached or removable liner 
plates, is all you need. With the 
plates attached, fine granular 


materials are handled without | 


leakage. Without the liner plates, 
the “shark teeth” literally finger 
their way through the coke, so 
it may be handled with mini- 
mum degradation. 


feature permits quick detaching 
for change to magnet. 





BLAW-KNOX BUCKETS 


help solve average or unusual conditions 





FOR AVERAGE HEADROOM— 
There’s atype and size of Blaw- 
Knox Single-Line Hook-On 
Foundry Buckets to meet a wide 
range of operating conditions. 
Take advantage of the Blaw- 
Knox engineering service avail- 
able without obligation to help 
you select the bucket best 
suited to your needs. 





FOR LOW HEADROOM —This 
Blaw - Knox Single-Line Hook- 
On Bucket solves rehandling 
problems when headroom is 
extremely limited. The %4-yd. 
capacity bucket requires only 
6‘7” operating headroom. Also 
available in larger sizes. 


Write for Bulletin 2232 today. 


BLAW-KNOX COMPANY 
PITTSBURGH 38, PA. 


Offices in Principal Cities 


BLAW-KNOX 


FOUNDRY BUCKETS 


THE MOST COMPLETE RANGE OF SIZES AND TYPES 
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Hook-On | 


PIONEERS IN ENGINEERING, 
MANUFACTURING & INSTALLING OF 


Wiyi-Wash" 
a ny: A, DUST COLLECTORS 
N; 


om ” Recirculating Water Type 


—Compact—Efficient— Proven by 
Foundry Users 


# 
“Screll-Aire” CORE OVENS 


More Air Circulation— ; 
Faster Bake and For Bulletins and 


Better Cores 


NEWCOMB- DETROIT 


5755 Russell St., 
Mich. 


© Detroit 11, 
TR 3-2100 





for Heating and Drying 
Electric Furnace Linings 





HIGH PRESSURE AIR-GAS 
TORCH BURNER WITH EXTRA 
LONG SWEEP ELBOW AND 
RETAIN-A-FLAME NOZZLE 


Outstanding for drying and preheating refrac- 
tory linings of induction, indirect or direct arc 
and fuel-fired rotary furnaces; for vitrification 
of rammed refractory linings. Offers wide range 
of heat input from extra low turndown to full 
high temperature heating. Portable; light 
weight; easily clamped to furnace with long 
sweep elbow nozzle inside. Burns any fuel gas 
with at least 40 p.s.i. compressed air. Also made 
in oil-burning type. Write for Bulletin 1079. 


HAUCK MANUFACTURING CO. 


106 Tenth Street + Brooklyn 15, N. Y. 





Quotations,Wire, 
Write or Call — 


FOUNDRY 

















REJECTS and SCRAP 


due to gas are practically 


eliminated by... Model 400 


VACUUM 
ING CHAMBER 


A compact, easily operated, entirely in- 
tegrated foundry unit thoroughly de- 
gasses both ferrous and non-ferrous 
molten metals in a few minutes. 
















Complete package unit — 
requires no process changes 
— occupies small floor space 
— no special foundation — 
easily moved — requires no 
special experience or train- 
ing. 






Built-in 

lifting 

device Ruggedly 
built for 
foundry 
service. 


This Vacuum De- 
gassing Unit permits 
profitable operation from 
the first day. Write for 
illustrated bulletin. 


CENTRIFUGAL CASTING MACHINE Co. 
P. O. Box 947 Tulsa 1, Oklahoma 





Save time! Cut perfect glue 
joints... plane draft on pattern 


lumber = OLIVER 


Here’s one important reason why 
this Oliver is the patternmaker’s 
favorite: The front table tilts sideways up to 5° to plane draft 
The No. 12 Jointer makes easy work of planing 
Tables adjustable for 1/4,” 


on Jumber. 
long and short pieces of lumber. 
cut. Fence is adjustable from square to 45° across table. New 
rabbeting attachment. Sturdy cabinet columns eliminate vibra- 
tion. Three sizes: 20, 24, 30 inches wide. Write for Bulletin 
No. 12. 
Oliver also makes Heavy Jointers in 12” and 16” sizes, 
and heavy-type Jointers in 8” and 6” sizes. 


OLIVER MACHINERY COMPANY 
Established 1890 GRAND RAPIDS 2, MICHIGAN 


April 1956 
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For Better 
Aluminum 
AT LOWER COST 


BsA 


POTASSIUM 
TITANIUM FLUORIDE 


(K,TiF,) 






Many Advantages 
When making aluminum castings, the use of B&A 
Potassium Titanium Fluoride results in finer grain struc- 
ture, with improved vield and tensile strength, greater 


elongation and better machinability .. . all leading to 


lower production costs, better products! 


Low-Cost Way of Adding Titanium 
The incorporation of titanium into aluminum alloys may 
be accomplished more economically with Potassium 
Titanium Fluoride than with other methods. 


Adding Potassium Titanium Fluoride 
Where temperatures are in the range of 1400°F, the 
Potassium Titanium Fluoride may be added straight or, 
if lower operating temperatures are employed, a mixture 
of this salt with Potassium Fluoborate, which has a lower 
melting point than straight Potassium Titanium Fluoride, 
may be used. 

And... Investigate B&A Alkali Fluoborates 
B&A Alkali Fluoborates are easily-handled purifying 
salts which the foundryman can 
use like precision tools for a wide 
range of purposes when casting 
magnesium, or when refining, melt- 
ing or heat-treating aluminum. 





high purity chemicals, call or 
write any of the Baker & Ir 
Adamson offices listed om 


below. 


Baker & ADAMSON Hie Cemicale 


GENERAL CHEMICAL DIVISION 


Allied Chemical & Dye Corporation 

40 Rector Street, New York 6, N. Y. 
Offices Albunv* « Atlanta - Baltimore* + Birmingham* + Bostor « Bridgeport* 
Buffalo* +» Charlotte* + Chicago* - Cleveland* + Denver* «- Detroit* + Hlouston* 
Jacksonv + Kalamazoo - Los Angeles* + Milwaukee « Minneapolis -« New York* 
Philadeit i* + Pittsburgh* - Providence* «+ St. Louis* « San Francis - Seattle 

Kennewick* and Yakima (Wash 

In Canada: The Nichols Chemical Company, Limited . Montreal* . Toronto” - Vancouver* 
SETTING THE PACE IN CHEMICAL PURITY SINCE 1882 


\ irried here 


| 
| 
For information on these f \ 
1 
l 
' 


FINE CHEMICALS 


ical } L 
i 


Comple 
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TAM zirconite’ 


FOUNDRY 
PRODUCTS 


Give you the most | 
for your money / 


The finer grain of Zirconite* products ofters 
cost-saving advantages in steel, iron, bronze, 
aluminum or magnesium foundry operations. 


ZIRCONITE* PASTE WASH 


Does not fuse with molten metal. Re- 
sists metal wetting. Prevents metal 
penetration. Produces smooth casting 


surfaces. 


ZIRCONITE* FLOUR 


Used as a filler in cores. Lowers perme- 


ability. Increases refractoriness. 


ZIRCONITE* SAND 


Eliminates the problems of burning-in 
and penetration. An excellent means 
of chilling heavy sections to promote 
directional solidification and to elimi- 


nate heavy risers. 


Put the money-saving advantages of TAM* 
ZIRCONITE* products to work in your oper- 
ation. Write our New York office for detailed 
information. Discuss them with our field 


engincers 


*Registered Trademarks 


TAM 
PRODUCT 













Ss 


Pat 


TITANIUM ALLOY MFG. DIVISION 


NATIONAL LEAD COMPANY 
Executive and Sales Offices: 
111 Broadway, New York City 
General Offices, Works and Research Laboratories: 
Niagara Falls, New York 














Problems 
with 
Castings ? 


“GATES AND RISERS 
FOR CASTINGS" 


by Pat Dwyer, formerly, Engi- 
neering Editor FOUNDRY maga- 
zine 


® Recognized sourcebook of 
information on how to 
eliminate casting defects. 


@ Covers virtually all prob- 
lems that arise in design 
and use of gates and risers 
for gray iron, steel, malle- 
able, aluminum and brass- 
bronze castings. 


@ Simply written, easy to 
read text with detailed 
‘“how-to-do-it” drawings. 
This 3rd edition contains 
31 chapters, 384 pages, 
247 illustrations and is 
fully cross-indexed. 


@ Handy source of infor- 
mation which will pay for 
itself many times in the 
months and years ahead. 
Thousands of copies are 
already doing daily ser- 
vice in every type of 
foundry. 


We invite you to examine 
“Gates and Risers” free 
for 10 days and decide for 
yourself how valuable it 
can be to you. At the end 
of that time, send us your 
check for $6.00, plus a 
few cents postage—or re- 
turn the book without ob- 
ligation. To get your 
copy just fill in and return 
the coupon below. 


BOOK DEPARTMENT 

Penton Publishing Co. 

Penton Building 

Cleveland 13, Ohio 

Please send me a copy of ‘Gates and 
Risers for Castings’ to examine FREE for 
10 days, 


NAME 


ADDRESS 





cy ZONE _ STATE 
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WELDED AND BOLTED 
TYPES ¢ ALL SIZES @ 
COMPLETE CONTROL 
EQUIPMENT © 28 YEARS 


Aap, 4 LEADER IN MAGNETIC 
PAINS MATERIALS 
hee A HANDLING. 


SHORT CUT “J 
TO PROFITS; 


THE OHIO ELECTRIC MFG. CO. 5400 DUNHAM ROAD » CLEVELAND, 6. 


Associate Member Institute of Scrap Iron and Steel, Inc. A-0006 














"THAT GOOD” 
FOUNDRY COKE 


DEBARDELEBEN COAL CORPORATION 


2201 First Ave., North e Birmingham 3, Ala. 
Phone 3-9135 











WHAT DO YOU NEED 
IN A COST METHOD 


The simplest and most complete method of costing 


ever prepared for nonferrous foundries is found in 








BASIC COST PRINCIPLES FOR 
NON-FERROUS FOUNDRIES 


(Non-Ferrous Founders’ Society Publication) 


Up-to-the-minute guide for costing in 
both small and large foundries. Pre- 
pared by practical foundrymen, based 
on 10 years of research and exper- 


ience of the industry under Govern- 


OU Oe OU OU Oead oad od ond od OU Vevey 


ment Pricing Regulations. 


Price $5.00 Postpaid 


THE PENTON PUBLISHING COMPANY 
Book Department 
1213 West 3rd St. Cleveland 13, Ohio 








April 1956 













ee by. 
Industrial 








4! 


SS —————— Fe Oe leat 





All ladles look pretty much alike .. . but your crews 
can see and feel the Job Engineered advantages of 
Industrial ladles as soon as they start to pour. 


Industrial Job Engineered ladles handle smoothly and 
easily through the entire pouring routine—tipping, mak- 
ing the pour, straightening and moving on to the next 
mold. Industrial’s special gearing assures precise ladle 
control at all times . . . and eliminates binding as a re- 
sult of heat distortion of ladle bowl. One man can 
easily handle the entire pouring operation. That’s why 
Industrial ladles pay off in lower costs, more efficient 
operation every time your crews pour a casting. 


The ladle shown is for smaller pouring jobs. It is 
equipped with Bantam Gearing, and offers all the Job 
Engineered features of Industrial’s larger ladles—de- 
pendability, ease of operation, accuracy, no binding, 
one man handling. Send your pouring problems to 
Industrial Equipment Company—manufacturer of a 
complete line of standard and custom pouring and 
handling equipment—Bowls .. . Shanks .. . Bails .. . 
Tongs. Write today for latest catalog. 


Imdustrial 


EQUIPMENT COMPANY 
115 OHIO ST., MINSTER, OHIO 
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NOW! POSITIVE MOISTURE REMOVAL 


FROM COMPRESSED AIR LINES WITH THE 






























Separator removes 
all moisture and de- 
livers dry air to lines. 


AfterCooler re- 
duces air tem- 
perature to a 
point of con- 
densing all mois- 
ture. 





T he Murphy AfterCooler System guar- 
antees the elimination of water in all com- 
pressed air line installations. Installation is 
simple and unit requires a minimum of mainte- 
nance. For cool, clean, dry air . . . for eliminating 
‘‘down time”’ in compressed air operated tools and 
equipment . . . install a Murphy AfterCooler System 
in your plant now! 

Write today for Bulletin No. 1, outlining complete 
details on the Murphy AfterCooler System! 


GUARANTEED COMPRESSED AIR PRODUCTS 
AFTERCOOLERS @ SEPARATORS e@ STRAINERS 
TRAPS e@ SPRAY GUNS e@ PISTOL SPRAYERS 














Trap eliminates 


JAS. A. MURPHY & CO. inc. — oe 





1421 #H Ga eC ET HAMILTON, OHIO 





RINGLIFT SAND CONDITIONER 
Thame te founduy suparintinderD, : 
Mixes, adds water, lifts all 


sand from floor, screens, Coico Dowmsatal Bottem Beads— 


magnetically separctes, aer- 


ates. Cools hot sand. Cuts fave pPrrovem. Oppins ond again. thai 
swath to 104”, turns in 63” . ‘ a 

radius, Straddles 24” high “hoi Dight= weight Rornadenuistin 
x 70” windrows. Capacity p p » 2 he, car ie R 10 


to one ton per minute. 


a ae a em cm 
STATES ENGINEERING | v pmo any foundry. 


Write or call for 
CORPORATION | | péscsdedde CRristionsen oruilion 
MODEL B34 RINGLIFT 922 W. Berry Street ond list, AIO S. Manion St -- Cak Punk 1, Dimoia 
KIDOHROHOUHOHOHOHRVHOOHOSHOHOS Ft. Wayne, Indiana Phones: MA 6-7330 (Chicago) @ EU 3-5050 (Oak Park) 














MODEL 500 CONTACT, WHEEL BELT GRINDER 


WRITE FOR COMPLETE INFORMATION 2104 EAST 31 STREET 
ON INCREASING YOUR PRODUCTION B&E MFG. | o Bs INC. KANSAS “ITY 9, MI. sOURI 
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Help Wanted 


METALLURGIST—PLUS 


Age 32 to 50, graduate Engineer, must have 
extensive experience in low carbon and stainless 
steel and capable of directing melter. Knowl- 
edge of sand control, gating, risering, molding, 
core making and general foundry operations 
helpful. Preference given to man with executive 
leanings and opportunity of becoming Assistant 
Manager or Manager. A wonderful opportunity 
for a live wire who is capable and willing to 
give freely of his utmost. 


Location Massachusetts, job shop, 1 to 20,000 
Ib. castings, iron, bronze, alloy steel, 130 men. 
In reply enclose photograph and full particulars 
including approximate salary required. Your 
record must be as clean as a hound’s tooth. We 
want a good man in the fullest sense of the 
word. 
BOX 948, FOUNDRY 


PENTON BLDG, CLEVELAND 13, OHIO 
GENERAL 


To assume full 


FOREMAN 


responsibility for all 

foundry operation in a _ captive nonferrous 

foundry, producing pressure castings in bronze 

ind monel. Administrative ability of prime im- 

portance. Plant located in Massachusetts. For- 

ward full resume including salary requirements. 
BOX 931, FOUNDRY 


PENTON BLDG. CLEVELAND 13, OHIO 


phases of 


SALES MANAGER 
Familiar with stainless steel and 
high temperature alloys. Technical 
background preferred. Location 


western Michigan. 

GEORGE & DIX 
Management Consultants 
FEDERAL SQUARE BUILDING 
GRAND RAPIDS, MICHIGAN 


WANTED 
Large steel foundry organization interested in 
men in thirties and early forties, preferably 
with pattern background and wide experience in 
developing and checking molding and core prac- 
tices. Write stating full particulars to: 


BOX 919, FOUNDRY 
PENTON BLDG. CLEVELAND 13, OHIO 


DESIGNERS-DRAFTSMEN-ENGINEERS 


Experienced in foundry layouts and 


equipment. Age 30-45. Send experi- 
ence record, personal data, recent 
photo and references. 


BOX 943, 
PENTON BLDG, 


FOUNDRY 


CLEVELAND 13, OHIO 


FOUNDRY ASSISTANT 


Foundry assistant needed by captive gray iron 
foundry of medium size heavy process machinery 


manufacturer. Young college engineer graduate 
preferred. Should have had some foundry ex- 
perience. Is to help increase plant efficiency, 
planning, research and operation. Company has 


liberal profit sharing plan. Salary open. Location 
S.E. Pennsylvania. Address: Box 912, FOUND- 
RY. Penton Bldg., Cleveland 13, Ohio. 


WANTED 


A company located in the east producing c?r- 
bon, low alloy and high alloy castings desires 
a man to take charge of quality control. Ap 


plicant should have 10 to 15 years’ experience 
and have thorough knowledge of heading and 
gating, pattern requirements, and highest qual- 
itv standards. He must be familiar with all 
productive departments, such as molding, core 
cleaning and melting. A fair technical training 
would be required. Address: Box 934, FOUNDRY, 
Penton Bldg., Cleveland 13, Ohio. 


April 1956 








Help Wanted 


FOUNDRY ENGINEER 
Medium size gray iron foundry in Northern Ohio 
needs a man for position as Plant Engineer and 
General Maintenance Supervisor. He will have 
charge of layout and installation of all new 
equipment and overall responsibility for the in- 
stallation and operation of a preventative main- 
tenance program. Prefer a man between 25 and 
35 years of age with some foundry or industrial 
engineering experience. Reply with full details on 
past experience and salary required. 


BOX FOUNDRY 
PENTON BLDG. CLEVELAND 13, 


957, 


OHIO 





CLASSIFIED ADVERTISERS 
PLEASE NOTE! 


Our next issue is the special 
Pre-Convention issue—MAY. 
Copy for this issue must reach 
us one week earlier than usual. 
Deadline is April 6. Thank you 
for hurrying copy to us and 
remembering: it pays to adver- 
tise in FOUNDRY’s classified! 











SALES ENGINEER 
Established midwestern jobbing steel 
foundry. Sales and estimating ex- 
perience required. Write full quali- 
fications and required salary to: 

BOX 920, FOUNDRY 


PENTON BLDG. CLEVELAND 13, OHIO 


FOUNDRY METALLURGIST 


foundry practice, 
induction furnace 
complete data 
confidential. 


Experienced in 

heat treating, and 
melting. Please send 
with letter. Replies 


BOX 932, FOUNDRY 


PENTON BLDG. CLEVELAND 13, OHIO 


HELP WANTED 
Maintenance Foreman. 
Electrical Engineering background preferred. To 
head maintenance department of a leading steel 
foundry in east. Should be well versed in present 
day managerial problems and abreast of all 
phases of foundry and plant maintenance en- 
gineering. Job challenge, excellent pay, job se- 
curity, good working conditions, promising fu- 
ture are available for the man who qualifies 
For details, write in confidence to: 


BOX 924, FOUNDRY 


General Mechanical or 


PENTON BLDG, CLEVELAND 13, OHIO 
METALLURGIST 
For malleable iron foundry in East, to work 
into complete control of product from melting 
through annealing. Knowledge of pearlitic mal- 
lerble would be helpful. Should appeal to man 
who wants to be his own boss. This is a small 
organization. Please give full particulars re- 
garding background and salary des‘red in first 
letter. Address: Box 944, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 
NONFERROUS FOUNDRY 

Needs min to improve run of mine oper‘itions 
so that pressure tight bronze castings and air- 
craft quality aluminum castings are consistently 
ind economically produced. Attractive oppor- 
tunity in Northern Ohio. Address: 30x 933, 
FOUNDRY, Penton Bldg., Cleveland 13, Ohio. 


Help Wanted 


OPPORTUNITY FOR 
CORE ROOM FOREMAN 


With thorough knowledge of core making. The 
man we want must be an expert on core mixes 
for both ferrous and nonferrous castings and 
be able to rig boxes for core blowers. He must 
be good in handling men. 

There is a permanent job in our Rochester 
foundry for the right man. Give us all the 
details—-your experience, references, and salary 
expected—in your first letter 


EMPLOYMENT MANAGER 
P.O. BOX 609 
ROCHESTER 2, NEW YORK 


APPLICATION ENGINEER 


National 
engineer 
test and 


manufacturer requires a young college 
preferably with foundry experience for 
development work in core sand and to 
provide technical assistance to salesmen and 
foundry customers. Interesting diversified work 
with excellent opportunity for advancement 
Salary commensurate with ability All replies 
held in strictest confidence 


PERSONNEL DEPARTMENT 
LIQUID CARBONIC CORPORATION 
3100 SOUTH KEDZIE AVENUE 
CHICAGO 23, ILLINOIS 


WANTED 
Foundryman for sales work. Must 
be capable in cupola _ operation, 
maintenance and sand control. 
Travel Midwest. 
BOX 914, 
PENTON BLDG. 


FOUNDRY 


CLEVELAND 13, OHIO 


SERVICE ENGINEER WANTED 
Young man, with foundry sand ex- 
perience, college education, and 
native intelligence has a real oppor- 
tunity with growing, aggressive sup- 
ply company if he is sales minded 
and is willing to travel, learn and 
work. Send complete record, photo- 
graph and salary requirements 

BOX 950, 


FOUNDRY 
PENTON BLDG. CLEVELAND 13, OHIO 


FOREMAN 
CHARGE 


EXPERIENCED FOUNDRY 


30 TO 40 YEARS OLD, TO TAKE OF 


OUR STAINLESS AND HEAT RESISTANT 
STEEL MOLDING DEPARTMENT. MUST BE 
WELL RECOMMENDED AND IF POSSIBLE 


HAVE EXPERIENCE IN HIGH ALLOY SHELL 
MOLDING. OPENING IS DUE TO PROMOTION 


MIDWEST ALLOYS, INC. 
45 HUNTER STREET 
ST. LOUIS 24, MO. 


PLANT ENGINEER 


With 
des‘rable 


some production experience 


for industrial sand pro 


ducer. 


NUGENT SAND CO. 


P.O. BOX MUSKEGON, MICHIGAN 


506 


FOUNDRY METALLURGIST 
RESEARCH 
foundry laboratory of 


foundry producing iron 
metallurgical graduate 


Unusual 
large mid-west 
and steel castings 


opportunity in 
jobbing 
Re-ent 


wll find a challenging position with a growing 
compiny. Salary open. Forward detailed resume 
Address: Box 929, FOUNDRY Penton Bldg 
Cleveland 13, Ohio 


CLEANING ROOM FOREMAN 


Most modern and progressive steel foundry in 
the middle west. Advise full particulars. Ad- 
dress: SWEDISH CRUCIBLE STEEL CoO., 8561 
BUTLER AVE., DETROIT 11, MICHIGAN. 
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CLASSIFIED 


ADVERTISING 


Help Wanted 


CUPOLA SUPERVISOR 


For large expanding industrial concern located 


in Southwest area. Must have good metallurgical | 


experience background. 
opportunity for applicant 


and foundry 
offers excellent 


This job | 
se- | 


lected. Submit complete resume of work history, | 


personal data and in first 


letter. 


salary expectations 


BOX 956, FOUNDRY 
PENTON BLDG. CLEVELAND 13, OHIO 


ESTIMATING ENGINEER 
Investment castings, age 25-35 with machine 
shop, foundry or mechanical engineering train- 
ing, not necessarily graduate. Must have thor- 
ough knowledge of precision investment casting 
manufacturing procedures and techniques. Usual 
company benefits. Salary commensurate with 
ibility and experience. Please submit complete 
resume. All replies confidential. Address: 
HITCHINER MANUFACTURING CO., INC., 
MILFORD, NEW HAMPSHIRE. 


FOREMAN 


supervising pattern shop restricted 
repairs and gating. Also die shop 
production and repair of straightening dies for 
hydraulic presses in malleable operations. 
sonnel composed of five patternmakers and two 
die shop employees. Must also be capable of 
pattern design and lay-out for new production 


Capable of 


to pattern 


Salary Open. Address: Box 947, FOUNDRY, Pen- | .°- 
| west 

| dress: 
Cleveland 


ton Bldg., Cleveland 13, Ohio. 


FOUNDRY SERVICE ENGINEER 


Positions Wanted 
TOP EXECUTIVE 


years of most extensive experience in 
of steel foundry operations, plant 


Offers 27 
all phases 


| engineering and maintenance. Whatever the prob- 
| lem 


in foundry engineering or management, 


ee et 


it | 


has been worked upon. A graduate registered me- | 


chanical engineer. Age 50. At present employ- | 
ment for 13 years. Desire change for good rea- 
son. If there is a tired President or General | 


Manager who needs a right hand, write in con- 
fidence to: 
BOX 939, FOUNDRY 


PENTON BLDG. 


SUPERINTENDENT OR 


GENERAL FOREMAN 
Gray iron or nonferrous. Prefer small to medium 
shop, jobbing or production. Practical man, 
thirty years’ experience, molder, foreman, su- 


perintendent. Well versed all departments. Avail- 
able immediately. Address: Box 955, FOUNDRY, 
Penton Bldg., Cleveland 13, Ohio. 


PATTERN SHOP FOREMAN AND 
CASTING BUYER 

Desire position either as pattern foreman and 

estimator or as pattern engineer and casting 

buyer. Like to travel, prefer position in West 

or far Midwest. Address: Box 923, FOUNDRY, 

Penton Bldg., Cleveland 13, Ohio. 


GENERAL FOUNDRY FOREMAN 
Seventeen years’ foundry supervision experience, 


| capable of handling small or large forces. Cost 


Per- | 


For progressive research organization in gray 
iron castings field. Must have engineering 
training and at least five years’ practical 
foundry experience. Must be willing to travel | 
ind be interested in application of results of 
research work to plant practice. Salary com- 
mensurate with ability. In replying give educa- 


tional background, foundry experience, and brief 
biographical sketch. Address: Box 941, FOUND- 
RY, Penton Bldg., Cleveland 13, Ohio 


FOUNDRY ENGINEER 


Challenging position in management engineering 
for young foundry engineer prepared to travel. 
Must know gray iron foundry operations, able 
to make layout drawings. Industrial engineering 
experience desirable. 
age and salary required. 
FOUNDRY, Penton Bldg., 


Address: Box 959, 
Cleveland 13, Ohio. 


NONFERROUS FOUNDRY FOREMAN 


Medium-size aluminum foundry near Cleveland, 
specializing in medium and large jobbing work. 
Must know all phases of foundry operations and 
iluminum alloys. In reply give age, experience, 
references and include photograph. Address: Box 


926, FOUNDRY, Penton Bldg., Cleveland 13, 
Ohio. 


METALLURGIST OR ENGINEER 
With experience in induction furnace operation 
melting aluminum. Must be capable of super- 
vising production operation in special casting 
process. Excellent opportunity for growth with 
fast expanding company Location Midwest 
Submit full resume of education and experience 
ind salary requirements. Address: Box 892, 
FOUNDRY, Penton Bldg., Cleveland 13, Ohio 


MELTING 
fool Steels, Stainless Steels, 
level for manufacturing control, research and 
levelopment on melting practice, induction and 
ire furnaces; specific experience in these alloys 
required. Some _ consultation with customers 
New operation in old established company 
Salary open. Location: Industrial Great Lakes 
Address: Box 942, FOUNDRY, Penton Bidg., 
Cleveland 13, Ohio 


METALLURGIST 


Superalloys. Staff 


ASSISTANT PLANT MANAGER 
To assist in managing of cast iron plumbing 
fixture plant. Give full particulars. Good op- 
portunity and salary. Address: Box 952, FOUND- 
RY, Penton Bldg.. Cleveland 13, Ohio 
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Reply with photo and state | 


high production rate in either iron 
Will relocate. Address: Box 922, 
Cleveland 13, Ohio 


conscious, 
brass or steel. 
FOUNDRY, Penton Blidg., 


GRAY IRON SUPERINTENDENT 
40, seeking location in Milwaukee or mid- 
area, 22 years’ experience. All phases. Ad- 
Box 906, FOUNDRY, Penton Bldg.. 
13, Ohio. 


Age 


CORE ROOM FOREMAN 
Sixteen years in coreroom supervision, steel and 


gray iron. Experienced in all types of coremak- 
ing. Rig boxes for blowers. Very good on pro- 
duction and handling personnel. Address: Box 
940, FOUNDRY, Penton Bldg., Cleveland 13, 
Ohio 
MELTING SUPERINTENDENT—STEEL 

Electric and open hearth. Basic and acid prac- 
tice. Sixteen years’ superintendent experience. 


Thorough knowledge of alloy and carbon steels. 
Address: Box 946, FOUNDRY, Penton Blidg., 
Cleveland 13, Ohio. 


CHIEF MECHANICAL ENGINEER— 
EXECUTIVE 
Outstanding performance record in foundry ma- 
chinery, materials handling, foundry design and 
operation, process equipment. M.E. degree. Age 
19, married. Desire responsible position with 
progressive equipment manufacturing, foundry 
or consulting firm. Address: Box 938, FOUND- 
RY, Penton Bldg., Cleveland 13, Ohio 


FOUNDRY SUPERINTENDENT 
Thorough knowledge of all phases of nonferrous 
metals. Understand gating, jobbing, floor, ma- 
chine and plumbers supplies. Can also produce 
pressure tight and porous free castings. Know 
sand control and core room work. Address: Box 
955, FOUNDRY, Penton Bldg., Cleveland 13, 


Ohio 


ENGINEER 
years’ mechanized 
Acquainted 


INDUSTRIAL 
Four and a half 
foundry experience. 
of foundry operation. 
crease production. 
request. Address: 
Penton Bldg., Cleveland 


gray iron 
with all phases 
Can reduce costs and in- 
Married, age: 39. Resume 
Box 913, FOUNDRY, 
13, Ohio 


on 


EXPERIENCED PRACTICAL 
On both iron, steel and manganese steel. 
been general foreman, superintendent and con 
sultant Married and 56 years old. Best of 
references. Address: Box 915, FOUNDRY, Pen- 
ton Bldg., Cleveland 13, Ohio. 


FOUNDRYMAN 
Have 


MANAGER OR SUPERINTENDENT 
Twenty-five years of practical and_ technical 
foundry experience in ferrous and nonferrous 
metals. Light and heavy jobbing and production 
foundries. Manager and superintendent for the 
past eighteen years. Cost minded. Good trouble 


shooter, with best of labor relations. Age 45. 
Now employed. Address: Box 935, FOUNDRY 
Penton Bldg., Cleveland, 13, Ohio. 


CLEVELAND 13, OHIO | 
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Positions Wanted 
WORKS MANAGER— 
SUPERINTENDENT 

University education, 21 years’ experience in 
plain and alloy gray irons, carbon, low and high 
alloy steel. Castings from % lb. to 15 tons, 
know electric arc, induction, open hearth fur- 
nace and cupola operation. Have been metal- 
lurgist and chemist, superintendent, works 
manager, general manager, vice president, 
foundry consultant. Will relocate. Age 46, mar- 
ried. Address: Box 951, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


COREROOM FOREMAN 


Age 47. Experienced in all phases of coremak- 
ing. Rig boxes for all types of core blowers. 
Very good on production. Will relocate. Would 
be interested in selling proposition. Address: 
Box 945, FOUNDRY, Penton Bldg., Cleveland 13, 
Ohio. 


WORKS MANAGER-SUPERINTENDENT 
Capable of operating a 350 man organization, 23 
years of experience in casting ferrous and non- 
ferrous metals in sand, permanent and invest- 
ment molds _ profitably. Address: Box 953 
FOUNDRY, Penton Bldg., Cleveland 13, Ohio 





WANTED 
Position as buyer of pattern equipment and 
castings with consumer concern. Age, mid- 
thirties, married and desire to relocate. Sixteen 
years’ experience with foundry industry and 
consumer use. Address: Box 921, FOUNDRY 
Penton Bldg., Cleveland 13, Ohio. 


CLEANING ROOM FOREMAN 


Twenty-five years’ experience in all phases of 
this work. Ferrous and nonferrous castings 
Free to locate anywhere. Address: Box 936 


FOUNDRY, Penton Bldg., Cleveland 13, Ohio. 


EXECUTIVE 

Experience in all phases of foundry operations 
and management. Thorough knowledge of ma- 
chine shop, pattern shop, engineering, metallurgy, 
foundry cost and estimating, sales and indus- 
trial relations. Registered mechanical engineer, 
25 years’ experience foreman, superintendent, 
general manager and vice president. Foundry 
running 150 tons daily. Address: Box 904, 
FOUNDRY, Penton Bldg., Cleveland 13, Ohio. 


Foundry Consultants 


HAROLD J. ROAST, FIM, FCS 
BRONZE FOUNDRY CONSULTANT 
50 YEARS’ EXPERIENCE 


AVAILABLE COAST TO COAST 


140 GROSVENOR AVENUE 


OTTAWA, ONTARIO, CANADA 
FURNACE CONSULTANT 

BASIC AND ACID PRACTICE 
Supervisor on electric furnaces for 35 years 
Thorough knowledge of: 


1. All kinds of plain carbon and alloy steel 


ELECTRIC 


2. Analysis control. 
3. High standard of physical properties. 
4. Low Cost with high productivity. 


2933 HIGHWAY AVE. 
PHONE: TEMPLE 8-1244 


EUGENE H. WEAK 
HIGHLAND, IND. 


Opportunity 


PERMANENT MOLD METHOD AVAILABLE 
THE WAGNER PERMANENT MOLD CO., 2910 
Empire Ave., Burbank, California, has developed 


a Permanent Mold Method for ferrous and non- 


ferrous metals and invites inquiries from any 


country regarding this method and process. 


OPPORTUNITY 
Important British manufacturer of foundry sup 
plies, leader in development of binders for the 
CO. process, seeks reliable concern in the U.S.A 
interested in acquiring an exclusive manufac- 
turing and selling license for its binders. Write 
briefly stating manufacturing facilities and sell- 


ing organization. Address: R. K. PRICE AS- 
SOCIATES, INC., 624 MADISON AVENUE, 


NEW YORK, N. Y. 


FOUNDRY 
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Employment Service 
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FOUNDRY PERSONNEL SPECIALISTS 
National Placement and Procurement of 
GENERAL AND PLANT MANAGERS, PLANT SUPERINTENDENTS, 


FOREMEN—ALL DEPARTMENTS, 
CONTROLLERS, 


ACCOUNTANTS, SALESMEN, 


METALLURGISTS, ENGINEERS, 
SALES MANAGERS, 


PERSONNEL DIREOTORS, PURCHASING AGENTS. 
Confidential Inquiries Invited 
From Employers and Qualified Applicants. 


For Fast Competent 


DRAKE PERSONNEL, INC. 
JOHN COPE, DIRECTOR 


Representatives Wanted 


MOLDING MACHINE REPRESENTATION 
Experienced foundry manufacturer’s agent or 
equipment supply house capable of sales engi- 
neering and servicing a nationally advertised 
line of molding machines and allied equipment. 
Please give detailed information about yourself, 
territory covered and other lines handled in your 
first letter. 

BOX 927, FOUNDRY 
PENTON BLDG. CLEVELAND 13, OHIO 


SALES REPRESENTATIVES 
{hrough our advertising in FOUNDRY and 
yxther trade magazines, we are receiving inquiries 
and other 


for our strainer cores, pouring pipes 
ceramic specialties. We require experienced sales 
representatives to contact these interested pros- 
pects and introduce our line of products to all 
foundries in several good territories. Please give 
ietailed information about yourself and other 
ines handled in first letter. Address: MR. C. L. 
EVANS, UNIVERSAL CLAY PRODUCTS CoO., 
SANDUSKY, OHIO 
SALES REPRESENTATIVE 

Three primary foundry areas need effective 
sales coverage—Michigan, Ohio, and Western 
Pennsylvania. We are manufacturers of mold 
handling, and sand conveying equipment. Rep- 


resentatives handling equipment and with found- 
ry and engineering experience are desired. Ad- 
dress: NOMAD FOUNDRY EQUIPMENT DIVI- 
SION of WESTOVER CORPORATION, 3110 W. 
FOND DU LAC AVE., MILWAUKEE 10, WIS. 


REPRESENTATIVES 
To sell Pressure Cast Matchplates. Will give 
exclusive territory. Address: Box 930, FOUND- 


RY, Penton Bldg., Cleveland 13, Ohio. 


Foundries For Sale 


FOR SALE 
Land and Buildings 
of 

THREE RIVERS CASTING 

Three Rivers, Michigan 

BARGAIN AT $55,000.00 
concrete block and 
concrete floors; 28,000 
square feet. Served by New York 
Central RR and Michigan Central 
RR. Lloyd-Thomas Appraisal $175,- 
000.00 plus land. Oil fired boiler; 
yverhead heating units; sprinkler 
With or without foundry equipment 
Immediate possession. Complete de 
tails upon request 


co. 


3rick and steel 


construction, 


FOUNDRY 
CLEVELAND 13, 


BOX 
PENTON BLDG, 


937. 


OHIO 


FOR SALE OR RENT 


Modern aluminum and bronze foundry 
Molding Machines; Core Machines; 

Wheelabrator, in operation, 

Capacity—Twelve Molders 

Location—New York City 

in supply approximately $300,000 
work per year 

BOX 


worth of 


928, FOUNDRY 


PENTON BLDG. CLEVELAND 13, OHIO 
FOUNDRY FOR SALE 

Small iron foundry fully equipped, with rail- 

road siding, ready to operate. Location: Lincoln, 

Nebraska. Builcing and real estate go with 

business. Sale necessary to settle estate. Ad- 

dress: JOSEPH J. CARIOTTO, FEDERAL SE- 


CURITIES BUILDING, LINCOLN, NEBRASKA. 


April 1956 


Assistance Contact 


HARRISON 7-8600 


220 SOUTH STATE ST., CHICAGO, ILL. 


Foundry For Lease 


FOR LEASE 


Foundry—Eastern Massachusetts 
Gray Iron—Well Equipped 
Capacity up to 15 tons per day 
Also some aluminum capacity 
CONTACT: EDWIN HOBBS 
203 CHELSEA STREET 
EVERETT 49, MASSACHUSETTS 


Wanted-To-Buy 


WANTED TO BUY 


Southern Foundry wants to purchase for cash 
following used equipment in good condition 
1—10,500 CFM 20 ounce cupola blower 85 HP, 
440 voit, totally enclosed motor 
1—14,100 CFM 2%+# cupola blower with 200 
HP, 440 volt, totally enclosed motor 
2—No. 3 UD or No. 3 F Simpson Mixers 
In reply state price, location, guarantee, condi 
tion and age of equipment. 
BOX 918, FOUNDRY 
PENTON BLDG. CLEVELAND 13, OHIO 


WANTED TO BUY 


Muller, up to 600 Ib. batch; American 27 x 36 


shot blast or equivalent; 5 to 10 H.P. air com- 
pressor; centrifugal blower, approximately 1500 
efm at 16 oz.; two No. 1 Redford core blowers; 


Small cut-off wheel 

WAYNE EDWARDS 

R.R. 2, BOX 2387 

LANSING, MICHIGAN 

WANTED TO BUY 

Used Crane Runway 
Runway, rails and supporting A frames for 15 
ton bridge crane. Span 56 ft. 11 inches x 240 
of travel. Foundry to top of rails 40 ft., crane 
wheel loads 30,500# on 11 ft. 9 inch wheel base 

BOX 949, FOUNDRY 
PENTON BLDG. CLEVELAND 13, OHIO 

WANTED 

Match plate or original patterns for unusual) 
decorative accessories. Will pay cash. Address: 


VIRGINIA METALCRAFTERS, WAYNESBORO 
VIRGINIA 


WANTED TO BUY 


One-quarter or one-half ton acid electric furnace 
Address: Box 916, FOUNDRY, Penton Bldg., 
Cleveland 13, Ohio 


MIXERS WANTED 


Used Simpson Intensive Sand Mixers. State size 
condition and lowest cash price or immediate 
acceptance. Address: Box 578, FOUNDRY, Pen- 
ton Bldg., Cleveland 13, Ohio 


WANTED TO BUY 
PIPER MIXER No. 30 
and 


BEARDSLEY & Size 


Speed Muller. In reply state price, condition 
location. Address: Box 917, FOUNDRY, Penton 
Bldg Cleveland 13, Ohio 
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Wanted-To-Buy 


WANTED 


3 Phase Direct Arce Furnace, rated 
% to 1 Ton capacity, complete with 
all parts other than transformer and 
controls associated with transformer 
room. Top charge of no interest. 


FOUNDRY 
CLEVELAND 13, OHIO 


BOX 958, 
PENTON BLDG, 


WANTED TO BUY 


Cupola with or without blower or charg- 
late model and in good condition 


66"-72” 
er. Must be 


MEECH FOUNDRY, INC. 
9906 MEECH AVENUE CLEVELAND 5, OHIO 


For Sale 


FOR SALE 


TURBO BLOWERS WITH MOTORS 
CFM PRESS. MAKE CFM PRESS. MAKE 
8375 200z. Spencer 340 200z A-B 
6000 320z. Ing.-Rand 320 1202 Spencer 
4700 32o0z. Ing.-Rand 250 1202 No. Am 
2500 Toz. Sturt 9000 6”SP Northern 
800 130z. Buffalo 3420 8”"SP N.Y 
500 120z Buffalo 2700 &”SP Ilg 
450 7oz Spencer 2500 %”SP American 
400 1602 No. Am 1100 4%”"SP 3ayley 
380 160z. No. Am 2344 2”SP Clarage 

THE MOTOR REPAIR & MFG. CO. 
1552 HAMILTON AVE. 
CLEVELAND 14, OHIO 

FOR SALE 
Foxboro air weight controller, model 10, type 
113, serial No. 887871. 
Jeffrey Vibrating Feeder, type 3, serial No 
20449, size 12” x 10’5”, with rectifier 
Jaeger mobile crane, 18’ boom, solid tires. 5 
ton capacity 
MEECH FOUNDRY 
9906 MEECH AVENUE 
CLEVELAND, OHIO 
TELE: MICHIGAN § 1-5550 
FOR SALE 
Roots - Connersville positive pressure cupola 
blower with 440 volt motor and magnetic con 
trol. Complete with Foxboro volume _ control 
piping, pulsation snubbers and air filters. An 
up-to-date outfit for a cupola lined to 60 
diameter or less. Inquire 


BOWLER FOUNDRY COMPANY 

4255 EAST 49th STREET 
CLEVELAND 5, OHIO 
PHONE: WY. 1-4962 


THE 


FOR SALE 


Heller Universal Cold Saw complete with motor 
control, table. Includes Heller Saw Sharpener 
and a lot of 26” and 28” saws. Machine capacity 
up to 8%” round stock. In excellent condition 
Priced to move from storage quickly. Write for 
price and details. 


BOX 925, 
PENTON BLDG. 


FOUNDRY 


CLEVELAND 13, OHIO 
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ADVERTISING 


For Sale 


FOR SALE 





MOLDING MACHINES 


1—-Herman, Jolt, Rollover Draw, 6000# 10” x 
60” table. 

2—-International, Jolt, Rollover Draw 24” x 
10G, Stationary 

2—International, Jolt, Rollover Draw, 20” x 


S-G. Portable. 

2—-No. 275 Osborn jolt squeezers. Stationary 

CORE OVENS 

1—Coleman Recirculating 3 section with 5 
drawers per section. Gas fired 

1—Coleman Recirculating 4 section with 5 
drawers per section. Gas fired 


BLOWERS FOR CUPOLAS AND FURNACES 


1—Connersville Rotary Blower, 3500 CFM 
#71 Roots rotary biowers—27 x 81—14000 
CFM. 
Connersville Rotary 14” x 27” HD, 2750 CFM 
at 52 press 

1—Connersville rotary blower 22 x 66 45 cu ft 


9000 CFM. 
for 


per revolution 


Maxson-Premix Blowers HP 


Gas \4 to 1 


2—2 HP 20-0z. Spencer Turbine Blowers 
2—Spencer Turbine Blowers, 3000 CFM, 24 0z., 
30 HP, 3/60/220-440 V. 


METAL MELTING EQUIPMENT 


1—1000# open flame brass melting furnace, 
gas fired. 

1—Hausfeld Stationary Brass, oil or gas burner, 
200% cap 


Al, Cap 
furnace, 


1-—-Hausfeld Tilting crucible, gas, 250# 
1—Hausfeld 2000# aluminum capacity 
barrel type, open flame, oil fired. 


MISCELLANEOUS 


1—-Curtis 2 eyl. 25 h.p. compressor unit 

1—Pangborn 1 to 4 nozzle air blast generator 
complete. 

1—Sullivan, 2 stage compressor, 14-8% x 10, 
75 HP. 
Sly Tumbler 24” x 40”. 


International SB-11 core blower. 
Pangborn cloth screen collectors, 2 HP 
Stoney crane type shakeout. 
NPD Royer sand separator. 
+16 Roto-clone unit complete. 
Complete stock of rebuilt mill 
haust blowers. 


1 
1 
1 
1 
1 
dust ex- 


and 


CLIFTON MACHINERY COMPANY 


1023 W. SIXTH ST. CINCINNATI 3, OHIO 
FOR SALE 

1—60” teversible ‘‘Moulders’ Friend’’ Sand 

Conditioner, 100 ft. of cable, 15 H.P., 1750 

R.P.M. totally enclosed motor and 1/3 H.P 


Motor, 3 phase, 60 cycle, 440 voits. Travel speed 
30 F.P.M. 
THE GRABLER MANUFACTURING 


6565 BROADWAY 
CLEVELAND 5, OHIO 


Co. 


FOR SALE 


1—-Hydroscale—300 lb. capacity 12 inch 
dial, 5 pound graduations—like New. $195.00 
H #1 Demmler Core Blower—6 x 12 
Magazine : $250.00 


1-—-Porter Cable 15 Inch ‘Dise Sander. $ 95.00 
DOSTAL FOUNDRY AND MACHINE CO. 


PONTIAC, MICHIGAN 


FOR SALE 


2" and 4” soil pipe machines, core machine and 
irbors. 100 shell type fitting patterns and snap 
binders All or any part = cheap Address 
HERBERT J. BROWN, 2008 PORTLAND AVE 
NUE, SHREVEPORT, LOUISIANA 
FOR SALE 

*=4 Sly Blast Mill, complete with motor and 
reducer in very good condition Address 
EUCLID BRASS FOUNDRY, INC 1701 
OCTAVIA ROAD, CLEVELAND 12, OHIO 


AAA 
For Sale 


FOR SALE 


INGERSOLL-RAND AIR COMPRESSOR, TYPE 


XRE, Ser. #PP BE104-105—1939 

175 HP Synchr. motor 220/3/60—2 stage 14” x 
ia ©” = 32" 

638-C.F.P.M.—470 C.F. Free Air P.M. 

Max Delvy. 450# PSI 


Intercooler—Aftercooler 


Automatic Lubricating System, with comp. 
Elec Mach. Automatic Control Panel Size 
SPT-6. 


SEABOARD STEEL COMPANY, INC, 
P.O. BOX 1135 
NEW HAVEN, CONNECTICUT 





CLASSIFIED ADVERTISERS 
PLEASE NOTE! 


Our next issue is the special 
Pre-Convention issue—MAY. 
Copy for this issue must reach 
us one week earlier than usual. 
Deadline is April 6. Thank you 
for hurrying copy to us and 
remembering: it pays to adver- 
in FOUNDRY’s classified! 
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For Sale 


WE PROUDLY ANNOUNCE THE OPENING OF 
OUR NEW OFFICE AND WAREHOUSE 
IN LARGER QUARTERS TO 
SERVE YOU BETTER 














FOR SALE 
com- 


con- 
. .$3250.00 


Wheelabrator Tumblast 36” x 42” 
plete with dust collector, motors, 
trols Terrier Coe Te ceeee 

Wheelabrator Cabinet, size 30’ x 15’4”, 
will handle work 3’8” x 5’7”, complete 

Wheelabrator Cabinet 48” x 
will handle plates 4’ by 10”, 


5500.00 

American 
10’ long, 
complete 7500.00 

900.00 


450.00 


American 1A table 7-14” multitables.... 
Pangborn 2 GF Barrel, capacity 3 cu. ft. 
Pangborn 9’ LG table, 7-28” multitables, 

complete ° eee 
Tabor 10” 
Tabor 10” 
Tabor jolt ‘ 
Berkshire swing head jolt squeeze 10”.. 
Grinder 30”, 7% 


S64 Salen poe yearn 6000.00 
Molding Machines 

225.00 
375.00 
175.00 


top squeeze, swinghead 


squeeze stripper ....... 


Gardner Vertical Disc 


HP motor gale loti Nhe blak Sia dare ee 600.00 
American Wheelabrator loader 27” x 36”. 300.00 
Gehrich preheat oven 6’ wide x 6’ deep 

x 4’ high, 600 degrees F., complete, 


unused 1100.00 


Burring booth, Newcomb-Detroit, mag- 
nesium, 15 HP motor, unused “ 
Uniwash dust collector, 5600 CFM, 
comb-Detroit 10 HP motor es 
American Rotoclone dust collector, sludge 

type, 2500 CFM 5 HP, 3/60/220 


dd 


Genrich, 10’ x 7’ x 4’, 


1400.00 


New- 
1000.00 


750.00 

Core gas 
fired oe ee 

Wire cutter, Climax ‘\- 


oven, 
300.00 


225.00 


capacity 


American Dustube, No. 185, 

16950 CFM with 25 HP motor, Clar- 

idge blower atts viglie a tehe parapets ia-aue 1800.00 
American Dustube, No. 35 complete with 

blower and motor Seco once atavoe 
Pangborn 4’ rotary turn table type LE. 450.00 
Pangborn EN2 cabinet with dust collector 475.00 


Detroit, Gogan, Tinius Olson hardness 
testers, motorized 3 ‘ Aki 
Pangborn, American, MacLeod, Ruemelin 


automatic sand blasting generators 
Wheelabrator parts in stock, 


200.00 


250.00 


sand blast- 






ing parts 
M. ELSTEIN 
426 GRAND ST. 

JERSEY CITY 2, N. d. 

FURNACES FOR SALE 
Ten used heat treating furnaces and two 7-ton 
gantry cranes. Good condition, priced to sell 
Address: BAER STEEL PRODUCTS, INC., BOX 
1428, BOISE, IDAHO. 


100.00 | 


OPENING SPECIAL 
Osborn Power Rollovers—Model 2047-4; Cap 
18” x 24”; stationary; 1942 machines. These 
machines cost the government $4,000.00 They 


are in excellent condition. As an opening special 
we offer them for $250.00 each. 





JOLT ROLLOVER MOLDING MACHINES 


#918 Johnston & Jennings—44” x 54” 
18” draw; no pit required.. 


Type 2: 3i” =x 12” a 
flask. . 


$1250.00 


International 350.00 


#601 Osborn; 750 Ib. cap.; 30” 350.00 
#602 Osborn; 750 Ib. cap; 36” flask... 450.00 
#605 Osborn; 750 Ib. cap; 54” flask 650.00 
Tabor 30” x 40”; extends to 69”; 12” 

draw, shockless type; 1500 lb cap 950.00 


MACHINE 
1200 lb 


JOLT STRIP MOLDING 


#559 Osborn-—25 x 30; 550.00 


JOLT SQUEEZE STRIP MOLDING 
Milwaukee 


cap 
MACHINES 
#143 350.00 
#163 Milwaukee 


450.00 

#183 Milwaukee 550.00 

Nichols—Type B; 14” cyl. 14” x 36 250.00 

#211 SPO po , 550.00 
#213 SPO—19 x 26; 4%” jolt cyl is” 

sq. _ 750.00 


650.00 
750.00 
550.00 


#2114 SPO—14 x 24; 11” sq. cyl 
#2136 SPO—13” 
#720 PJ Osborn—31 x 44; 11” 


JOLT SQUEEZERS 


sq. cyl. 
sq. cyl.. 


Nicholls—Type D Mie 250.00 
Osborn— #275 J 16 x 20; 10” sq. cyl.. 275.00 
Osborn——- #276 J 350.00 


PUSH OFF MACHINES 
Champion—Model LLA-45; 
with sandslinger 


International; Model LP-Portable Pin 
Lift; 30 x 40 used with sandslinger 


Core Blowers—Core Rollovers 
#193 Osborn—for med. cores 
#94 Osborn—for large cores 

Osborn Hand Rollovers—Model 


MATERIAL HANDLING EQUIPMENT 


45 X 26” used 
350.00 


350.00 


650.00 
ae 750.00 
£2 cae BORD 


Model HA Hough Payloader 1000.00 
Clark Fork Lift Truck—6000 Ib 1000.00 
Baker Raulang Fork Lift Truck—6000 lb 1000.00 
Elwell Parker Fork Lift Truck-—-4000 lb 1000.00 
Yale Fork Lift Truck—6000 Ib .. 1000.00 
Mercury Fork Lift Truck—2000 lb. Elec. 1000.00 
Lewis-Shepard Platform Lift Trucks 150.00 


FURNACES 


2000 Ib. 1500.00 


Stroman 
CORE OVENS 
Dielectric—Model 900A and 1800A. Set 


up in your shop in operating condition. 
Less than % new price ........ 12,000.00 


MISCELLANEOUS FOUNDRY EQUIPMENT 


Tilting Hydraulic 


U.S. 7% HP 3 speed grinder; 28” wheel 450.00 
U. S. Adjustable speed grinder-Model 

G4: 20" 3.2" Bes cawenkd ie ; 550.00 
Ingersoll-Rand pneumatic hoist with 

trolley, size C ‘ 150.00 


Beardsley & Piper Sandslinger, 19” head 


4” cup, 4" ramming arm 1750.00 


Model S B & P Screenerator 225.00 
Royer Screenerator 250.00 
Climax Wire Straightener 400.00 


FOR THE BEST DEAL CALL 
BALCHER MACHINERY COMPANY 
695 E. 152nd STREET 
CLEVELAND 10, OHIO 
TELEPHONE: GLENVILLE 1-2474 


FOR SALE 

MOTORS—GENERATORS 

TRANSFORMERS 

Unused — Rebuilt 
LARGEST INVENTORY 
EQUIPMENT COMPANY 
Collect GLenwood 6783 
Rochester 1, New York 


WORLD'S 


ELECTRIC 
Phone Station 
P.O. Box 51 


FOUNDRY 








WL 
For Sale 


SAND BLASTING EQUIPMENT 


We Buy, Sell and Trade 


15 x 20 Wheelabrator with dust 


collector ose sie sae 


rubber belt 


27 x 36 Wheelabrator, . 3000.00 
36 x 42 Wheelabrator, steel belt . 3000.00 
42 x 48 Wheelabrator, steel belt . 3000.00 
48 x 48 Wheelabrator, steel belt . 4500.00 
15 Inch Continuous Wheelabrator ...... 2000.00 
6 ft. Wheelabrator, flat top . 2500.00 
9 ft Pangborn L.F. Table (one side 

throw wheel) 4 era we aaece, Ge 
2 £6. Pangborn L.F. Table (two side 


throw wheel) A aetatate-s 
114 cu. ft. Pangborn air blast barrel... 350.00 
ES-421 Pangborn shell blasting machine 3000.00 
Tumbling Barrels, horizontal and vertical. 


Hand Blast Cabinets—Pangborn, American and 
Ruemelin. 

Dust collectors all sizes from 100 CFM to 5000 
CFM. 


New wear parts for Pangborn Motor Block con- 


veyor type blasting machine. 
Dust collector, Pangborn CK 220, 2000 CFM. 
DIAMOND SAND-BLAST, INC, 

5654 WEST JEFFERSON 

DETROIT 9, MICHIGAN 

PHONE: VINEWOOD 3-6751 

FOR SALE 

Detrex Degreaser, Model USS800-S, Size 84-36-36 
with 2 baskets. Purchased Jan. 1955. Like new. 
Three Osborn Drag Molding Machines, type 
332-49 
Link-Belt Mold Conveyor, including drive and 


98 cars size 24” x 60”. 


ALBION MALLEABLE IRON COMPANY 
ALBION, MICHIGAN 


IAL 


. 5000.00 | 


MLA 





For Sale 


FOR SALE 


One Robbins Portable Shakeout, 6 ton cap 
590 volt—3 phase, 74%. HP and 1% HP motors 
Used 2 years. 


Today's Price $9800.00 


We will sell for $2950.00 


F.0O.B. Worcester, Mass 


RICE BARTON CORPORATION 


65 TAINTER STREET 


WORCESTER, MASSACHUSETTS 


FOR SALE 


Lindberg Hydryzing furnace 20 KW, 2000 F 


Molding machine, Milwaukee #214 


Gardner vertical dise grinder 53” 
horizontal rf 


Gardner disc grinder # 


Simplicity shakeout table 36” x 60” 


Ingersoll Rand turbo compressor 6000 cfm 


Sturtevant vane controlled fan 400 HP 

Buffalo exhaust blowers 600 HP 

Pangborn Table Blast 72”. 

WEBER MACHINERY COMPANY 
8200 BESSEMER AVENUE 


CLEVELAND 27, OHIO 


U NIM | Wh IAA I Nl 


For Sale 





FOR SALE 


We have the best selection of HARD CHROME 


REBUILT PNEUMATIC TOOLS WE HAVE 
EVER HAD. 
Ingersoll-Rand Size 24 Floor Rammers 


Ingersoll-Rand Size 14 Bench Rammers 


Cleco Bench Rammers 


Chipping Hammers—All types 


Core Breakers and Grinders 


Our prices are about half the cost of new tools 


All tools sold by us are guaranteed and can be 
returned if found not satisfactory. 


CENTRAL PNEUMATIC SERVICE COMPANY 


512 LINDEN AVE., DAYTON, OHIO 
TELEPHONE: MADISON 


2701 


FOR SALE 
1—Simpson Mixer #2, 20 HP motor 
Miscellaneous: Screens, Pulverizers Grinders 


Tyler 
Wanted: 


Rotap Screens, etc. 
Your Idle Machinery 
OUR 39th YEAR 
CONSOLIDATED PRODUCTS CO., 
66 BLOOMFIELD STREET 
HOBOKEN, NEW JERSEY 
N. ¥. TEL. 


INC, 


HO 3-4425 BA. 7-0600 








PENTON BUILDING e 


CLASSIFIED ADVERTISI 


G RATES 















































POSITION WANTED—Minimum advertisement set 
solid, 30 words or less, $3.00. Additional words 10c each. INCH RATES PER INSERTION 
Single Column One Three Six Twelve 
244” Wide Time Times Times Times 
ALL OTHERS—‘“Help Wanted’—‘For Sale’’—“Wanted” 1 inch ........ $18.00 $ 16.50 $ 15.00 $ 13.50 
—‘'Personals”—“Services”, etc., minimum advertisement Bh. TEEREY. 2 A 
j : 3 inches....... 46.50 43.00 39.50 36.00 
set solid, 30 words or less, $6.00. Additional words 20c = 60.00 55.50 61.00 46.50 
each. 5 inches 73.00 67.50 62.00 56.50 
6 inches ...... 85.50 79.00 72.50 66.00 
: : cc are 97.50 90.00 82.50 75.00 
NOTE—If replies are to be sent to a box number in care oo 109.00 100.50 92.00 83.50 
of FOUNDRY, add 8 words to your advertisement for 9 inches ...... 120.00 110.50 101.00 91.50 
box number and address. 10 inches (1 col.) 130.50 120.00 109.50 99.00 
Half page ..... 195.00 180.00 165.00 150.00 
Full page 330.00 300.00 270.00 240.90 
Any advertisement set in all capital letters, add 50% to Remittance should accompany advertisement when 
the above rates. submitted—Cash Discount 2%, 10 days. 











Classified Forms Close the 13th of Month Preceding Issue 


FOUNDRY 


CLEVELAND 13, OHIO 








April 1956 
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MACHINERY & 
EQUIPMENT CO. 


AIR COMPRESSORS 


1—INGERSOLL RAND Model ER1 12” x 
10”, 320 C.F.M., 60 HP. w/Receiver. 
1—INGERSOLL RAND, Model ES1, 12” 
x 11”, 320 CFM, complete with 60 HP 

AC motor, and accessories. 


1—SULLIVAN Type WN-3, 20” x 12” x 
14”, 1220 C.F.M., 250 HP. 

AIR HOISTS 
75—INGERSOLL RAND RC-5, 500 lbs 
10—INGERSOLL RAND LC-7, 700 lbs 
3—INGERSOLL RAND Size ‘‘AN’’ 500 Ibs 


6—INGERSOLL RAND Size ‘‘B’’ 1000 lbs. 
2—INGERSOLL KAND Size ‘‘C’’ 2000 Ibs. 
2—INGERSOLL RAND Size ‘‘D’’ 4000 Ibs. 
4—-INGERSOLL RAND Size ‘‘D-6’’ 6000 
4—INGERSOLL RAND Size ‘‘E’’ 10,000 
5—CHICAGO PNEUMATIC 2-3-5 Ton Cap 
16—DETROIT 1-2-5 Tons Cap. 
3—THORS 2-3-5 Tons Cap. 


BUCKET ELEVATORS 


1—LINK BELT 30’ Centers, 10” x 
Buckets, w/Motor and Drive. 


1—LINK BELT 35’ Centers, 12” x 7” 
Buckets, w/Motor and Drive. 
1—LINK BELT 40’ Centers, 14” x 7” 


and Drive. 
Centers, 16” x 8” 
and Drive. 


Buckets. w/Motor 
1—LINK BELT 50’ 
Buckets, w/Motor 

AIR TOOLS 

INGERSOLL RAND & CHICAGO 
PNEUMATIC, Grinders, Chippers, Bench 
& Floor Rammers. 


ELECTRIC HOISTS 


1—Comet 1000 Ibs, capacity. 


200 


1—SHAW Box 1000 ibs. capacity. 

1—CLEVELAND 4000 Ibs. cap. with pow- 
erized Trolley. 

1—ROBBINS & MEYERS, 4000 Ibs. cap 


CUT-OFF MACHINES 


1—DEWALT model ME2 cut-off saw, 10 
HP motor, 24” Carboloy blades. 

3—TABOR model C10AF, Abrasive Disc, 
16” Wheel, 10 H.P. Motor. 

1—TESSEMER Model H, %” Cap. Sprue 
Cutter. 

1—TESSEMER Model I, 4%” Cap. Sprue 
Cutter. 


CORE ROD STRAIGHTENERS 


1—AMERICAN Type D, Pneumatic %” 


Straightener, 14,” Shear 
2—CLIMAX #2, 2A, 1/ 16” to .. 
1—CLIMAX #3, \%” to %”, Length 10” 


CORE GRINDERS 


2—MILWAUKEE Rotary Type, Model 70- 
12, 70” Dia. Table, Very Late. 


CORE BLOWERS 


2—CHAMPIONS CB 10, Max. Core 10 lbs. 
2—CHAMPIONS CB 400, Max. Core 300. 
1—DEMMLER No. 55 Max. Core 6 Ibs. 

1—DEMMLER No. 1, Max. Core 10 Ibs. 
1—DEMMLER No. 1-E, Max. Core 10 Ibs. 
2—DEMMLER No. 2K, Max. Core 20 lbs. 
2—DEMMLER No. 2E, Max. Core 20 lbs. 
2—DEMMLER No. 2, Max. Core 20 Ibs. 


2—DEMMLER No. 3, Max. Core 35 lbs. 

2—DEMMLER No. 3K, Max. Core 35 lbs. 

2—DEMMLER No. 3E, Max. Core 35 lbs. 

1—DEMMLER No. 4, Max. Core 100 Ibs 

1—DEMMLER No. 4E, Max. Core .. lbs. 

2—INTERNATIONALS No SB, 11 Max. 
Core 15 Ibs. 

2—INTERNATIONALS No. SB 13, Max 
Core 30 Ibs. 

1—OSBORN No. 91, Max. Core 15 Ibs. 


2—OSBORN No. 92, Max. Core 35 Ibs 
2—OSBORN No. 192, Max. Core 50 Ibs 
2—OSBORN No. 193, Max. Core 75 Ibs. 
6—MILWAUKEE TACCONE Model A-3, 
Max. Core, 4 Ibs. 
1—REDFORD #1 Bench Type _ w/car- 
tridges. 
CORE OVENS 
1—INDUCTION Heating Dialectric, Model 


M-SOOA, 600 Ibs. per Hr. New 





Write for Completely 


AAA MACHINERY & EQUIPMENT CO. 


15539 SARANAC ROAD — CLEVELAND 10, OHIO— CALL LI. 


1 
1 


9 


3000 


1 


97 
of 


4 


20 


over 1000 satisfied customers 


WORLD’S LARGEST INVENTORY OF GUARANTEED FOUNDRY EQUIPMENT 


INDUSTRIAL ‘‘Revolving  Carriers’’ 
Continuous, Trays 18” x 80”, Gas Fired. 
—~DETROIT Vertical Tower, 45’ High, 

Trays 14” x 60”, 31” Centers. 

YOUNG BROS. 2-Comp. 10 Drawers, 
Overall 9’ x 12’ x 8’, Gas Fired. 
YOUNG BROS. Car Type, Single & 
Double Compartment, Gas Fired, Re- 
circulating, with L & N Recorders, etc. 


CORE ROOM MISC. 


TRANSITE Core Plates. 
AMERICAN Rapid Core Machine. 
NEW CORE RACKS, 5’ 6” Wide, 6’ 
High, 4’ Deep, 5 Shelves, Knocked Down. 
—ROSS Single & Double Core Drawers. 
OSBORN, INTERNATIONAL & TA- 
BOR Core Rollovers, Various Sizes. 


CUPOLA BLOWERS & ACCESSORIES 


1 
4 
1 


3 


oO 


1 
1 
1 
1 
1 


1 


9 


6 


3—LINDBERG 


2—LINDBERG 
12—LINDBERG FISHER, Model SSH, 


6—LINDBERG FISHER, 
3—LINDBERG FISHER, 
10—CAMPBELL HAUSFIELD, 


9 


—ROOTS CONNERSVILLE, Size 20 x 44, 
7000 CFM, Type HD, 50 HP Motor. 


—LINDBERG Centrifugal Blowers 2100 
CFM, with 15 HP Motors. 

BASIC REFRACTORIES BRI Gun, 
Model 110. 


HAUCK Cupola Lighter & Tanks. 
WHITING 42” Dia. Charging Buckets 


DUST COLLECTORS & 
ROTO-CLONES 


AMERICAN Air Filter No. 12, Type W, 
arrangement ‘‘C,’’ with Sludge atta 
AMERICAN Air Filter No. 14, Type W, 
arrangement ‘‘C,’’ with Sludge Ejector. 
AMERICAN Air Filter No. 27, Type W, 
arrangement ‘‘C,’’ with Sludge Ejector. 
AMERICAN Air Filter Type N, Size 10 
with Bench. 

AMERICAN Air Filter Type N, Size 20, 
20,000 CFM, with 75 HP Motor. 
AMERICAN Air Filter Type N, Size 24, 
24,000 CFM, 75 HP Motor. 


ELECTRIC ARC MELTING 


DETROIT Rockers, Indirect Arc, Type 
AA, 750-1000 lbs. capacity. Complete 
with 200 KVA Transformers, Control 
Panels, Automatic Electrode Holders. 

DETROIT Rockers. Indirect Arc, Type 
AA, 1000-1500 lbs. capacity. Complete 
with 250 KVA_ Transformers, Control 
Panels, Automatic Electrode Holders. 


GAS & OIL FIRED FURNACES 


LINDBERG FISHER Model MNP, Size 
225, Electric Tilt, with Motor & Blower. 
-LINDBERG FISHER Model MNP, 
Size 1700, Electric Tilt, with Motor & 


Blower. 
FISHER Model MNP, Size 
Electric Tilt, with Motor & 


FISHER, Type BB1, Size 

225, Hand Tilt, with Motor & Blower. 
Size 

Motor & 


~ 


2400, 
Blower. 


Complete 


Model SSH, 
Stationary, Motor & Blower. 
Model SSH, 
60, Stationary, Motor & Blower. 
Stationary, 
Size 125 to 250,Motor & Blower. 
-~-CAMPBELL HAUSFIELD, Model 1PNT, 
Size 2000 lbs., Electric Tilt, with Motor 
& Blower. 


GRINDERS—SWING FRAME 
MARSHKE, 12” x 2”, 3 HP. 
-~MARSHKE, 20” x 10”, 10 H.P 
FOX, No. 6, 24” x 10”, 15 HP 


GRINDERS—SNAGGING 
U. S. ELECTRICAL, No. 65, 24” x 3” x 
12” Wheel, 15 HP, 4-Speeds. 
U. S. ELECTRICAL, No. 65, 
1 
if 


550, Stationary, 
Blower. 

Size 
150, 
Size 


30” x 4” x 
2” Wheel, 20 HP, 4-Speeds. 
J. S. ELECTRICAL, No. 64, 

6 HP, 4-Speeds. 
HAMMOND, Model WR-1, 
12” Wheel, 10 HP. 


a? = 3” 
Wheel, 7% 
2" x 3” x 











2 agar _— No. 174, 24” x 3” x 
0 HP 


12”, 


GRINDERS—DISC 
1—QUEEN CITY, Model 100 Double End 


Disc Grinder, wheel size 20” x 2” x 2”, 
with 10 HP Motor. 

1—U. S. ELECTRICAL TOOL, No. 80, 
Double End Dise Grinder, Wheel size 
16” x 3”, with 71% HP Motor. 


HEAT TREAT FURNACE 


2—LINDBERG, Model 4860 GH, Gas Fired 
is” =x 60", — with L& N 
Controls to 1250° 


1—LOFTUS ENGINEERING CORP. An- 
nealing, Walking Beam Type, Gas Fired, 


1600°, Recirculating, 10’ x 12’ x 40’. 
New 1951. 

1—AMERICAN, ag 150-DC, ID 5” x 10” 
x 18”. To 2350 


1—AJAX MFG. mlectrie, ID 54’ Long, 46” 
Wide, 36” High, 800°. Single Phase.. 


HOUGH PAYLOADERS 
2—HOUGH_ model HA, 12 cubic ft. ca- 


pacity, hydraulic buckets. 
INDUCTION—MELTING 
HEAT TREAT 
1—GENERAL ELECTRIC MG Set, 300 
KW, 450 HP Motor, 3000 Cycles, with 
Starter & Panel Boards. 
1—GENERAL ELECTRIC MG Set, 1250 


KW, 1850 HP Motor, 3000 Cycles, with 
all Controls. 
1—LEPEL Spark Gap Converter, 30 KW. 


LADLES 
3—WHITING Cylindrical, 275 Ibs. 19” x 26” 


on Cylindrical, 1500 lbs. 20” x 

au’. 

1—MODERN mixing, 44” x 44”, on 
wheels, 4000 Ibs. 

2—STEVENS Cylindrical, 2450 lbs. 29%” x 
41%”. 

12—WHITING Lip Pour, 1200 lbs., 23” x 
yn ale 

6—MODERN Lip Pour, 1600 lbs. 24” x 24”. 


4—MODERN FA-9 
400# Ladles. 

2- -WHITING Lip Pour, 
29 

3—WHITING Lip Pour, 4000 ibs., 

1—WHITING Lip Pour, 6000 lbs., 


Pouring Devices and 
2000 Ibs., 


32” x 32”. 
36” x 36”. 


29%" x 


3 —WHITING Lip Pour, 5000 Ibs., 34” x 34”. 

1—WHITING Lip Pour, 8000 lbs., 44” x 48”. 

2—WHITING Lip Pour, 20,000 ibs., 62” x 
62”. 

2—WHITING ‘‘U’’ Type; 5900 lbs., 42” x 


lee See ad 
2 WHITING teapots, 


MOLDING MACHINES 


4000 Ibs., 32” x 32” 


JOLT SQUEEZERS 
2—MILWAUKEE No. 123, 12” cyl., sta- 
tionary. 
—MILWAUKEE No. 104, 10” cyl. 
portable. 
8—OSBORN No. 275 JW, Straddle Type, 
10” Cyl., Portable. 
16—OSBORN No. 275J, 10” Cyl., Portable. 
3—OSBORN No. 276J, 12” Cyl., Portable. 


6—OSBORN No. 210 PJ, Swing Back Head, 


10” Cyl., Stationary. 

6—OSBORN No. 212 PJ, Swing Back Head, 
12” Cyl., Stationary. 

1—CHAMPION No. JS-10-P, 10” Cyl. 
Swing Back Head, Portable. 

20—SPO No. 110J, 10” Cyl., Portable. 


JOLT ROLLOVER PATTERN DRAW 


ae No. 28R, 34” x 48” Table 
2” Draw. 


DAVENPORT No. 40-SA, 42” x 50” 
Table, 3000 lbs. Jolt, 18” Draw. 

1—DAVENPORT model 24SA, 24” x 30” 
table, 12” draw, 1200 Ibs. ar 

1—HERMAN #6000 Series, 42” 78 
Table, 6000 Ibs. Jolt Cap., 20” Deaw. 


1—HERMAN #1500 Series, Table 26” x 


30”, Jolt 1500 Ibs. 


New Illustrated Catalog of Used Foundry Equipment 


1-6545 


FOUNDRY 














April 1956 


MACHINERY 






1—HERMAN #750 Series, 
30”, 750 lbs. Jolt. 
6—INTERNATIONAL “‘R’’ Core Rollovers. 
1I—INTERNA'TIONAL ‘‘G”’ Size 20” x 8”. 
1—INTERNATIONAL ‘‘G”’ Size 24” x 10”. 
1—INTERNATIONAL ‘‘G’’ Size 30” x 12”. 
1—INTERNATIONAL No. RES, Size 15” x 


1—INTERNATIONAL type “FE,” Zi” = 
54”, Draw 16”, Jolt Cap. 2500 Ibs. 
1—JOHNSTON & JENNINGS model 918, 44” 
x 54” table, 20” draw, 2000 Ibs. ca- 
pacity. 
1—JOHNSTON & JENNINGS model 1020B, 
50” x 60” table, 3000 lbs. capacity. 
1—JOHNSTON & JENNINGS #612-RP, 
Table 24” x 30”, Draw 12”, Jolt 600 lbs. 
1—JOHNSTON & JENNINGS 815-B table 
30” x 40”, draw 15”, jolt 1500 Ibs. 
1—MILWAUKEE #167, Table 32” x 33”, 
Draw 12”, Jolt 1000 Ibs., Sq. Cyl. 16”. 
I—MILWAUKEE #217, Table. 


Table 20” x 


1—MILWAUKEE Model 60B-3, 60” flask, 
18” draw. 

2—OSBORN No. 142, Table 14%” x 24”, 
Draw 8”, 350 lbs. Jolt. 

10—OSBORN No. 40 and 42, Hand Core 
Rollovers, 18” x 8” Draw. 

1—OSBORN No. 342, Table 23” x 38”, 
Draw 10”, Jolt 1000 lbs. 

1—OSBOR. ». 442, Fable 21° =x Si", 
Draw 10”, Jolt 600 lbs 

1—OSBORN No. 242, Table 29” x 42”, 
Draw 19”, Jolt 1500 lbs 

—OSBORN No. 405, Table 57” x 64”, 


Draw 26”, Jolt 3000 Ibs. 

6—OSBORN No. 601, 30” wide Flask, 10” 
Draw, 750 lbs, Jolt. 

6—OSBORN No. 602, 36” Wide Flask, 10” 
Draw, 750 lbs. Jolt. 


2—OSBORN No. 332, Flask Size 26” x 36”, 


Draw 9”, Sq. Cyl. 16”, 1500 Ibs. Jolt. 
1—SPO No. 413D. Table 24” x 25”, Draw 
10”, Jolt 600 Ibs., Sq. Cyl. 13”. 
1—SPO No. 507, table 32” x 40 draw 
10” to 20”, jolt cap. 1500 lbs. 
1—SPO model 506, portable, 24” x 30” 


table, 10” draw. 600 Ibs. capacity. 
3—TABOR, Size 30” x 40” Table, 12” 
Draw, 1000 Ibs. Jolt Cap. Portable & 
Stationary. 
4—TABOR, Size 22” x 32”, and 22” x 42”, 
Draw 10”, Jolt 600 Ibs. 


JOLT PIN LIFT 


2—DAVENPORT model 24 AJS, 24” x 30” 
table, 8” draw, 1000 lbs. capacity. 

1—DAVENPORT No. 40 AJS, Table 44” x 
54”, Jolt 4000 lbs., Draw 18”. 

1 i RNATIONAL Model JDP, Size 600 


\— INTERNATIONAL LP10, 30° =x 30” 


Table 
1—JOHNSTON & JENNINGS model 8128. 
1—MILWAUKEE No. 1536, Table 32” x 


38”. 1500 lbs. Jolt. 


—MILWAUKEE No. 620 ND, 24” x 30” 
Table, 2000 Ibs. Jolt. 

2—OSBORN No. 559. Table 25” x 30”, 
Draw 6”, Jolt 1200 Ibs. 

1—OSBORN No. 563. Table 55” x 63”, 
Draw 12”. Jolt 7000 lbs. 

1—SPO model 307, 24” x 30” table, 8” 
draw, 1000 Ibs. capacity. 


1—TABOR, Table 22” x 32”, 
Jolt 600#. 


JOLT SQUEEZE PIN LIFT 
1—INTERNATIONAL PKL, 12”, Squeeze 


Cyl., 6” Draw. 

1—MILWAUKEE 125-3, Table 21” x 27”, 
ry 1200 lbs. Draw 8”, Squeeze Cyl. 
_MILWAU KEE No. 165, Table 24” x 
34”, Draw 8”, Squeeze Cyl. 16”. 

1—MILWAUKEE No. 163, Table 15” x 
oh ade 8”. Jolt 1500 Ibs., Squeeze 
yl. af 

1—OSBORN model 712, squeeze cylinder 
12”. table 18” x 28”, draw 6” 

1—OSBORN 175J° table 18” x 21”, 

1 


5” sq. cyl. 

—OSBORN No. “710 Table 17” x 21”, 
Squeeze Cyl. 10 

4—OSBORN No. 716 PJ, Table 22” x 34”, 
Draw 7”, Squeeze Cyl. 16”. 
1—SPO 2114, table 20” x 27”, 4” 
600 Ibs. jolt, 11” cyl. 


Draw 10”, 


draw 


draw, 


& WORLD'S LARGEST INVENTORY OF GUARANTEED FOUNDRY EQUIPMENT 


EQUIPMENT CO. 


1—SPO 2136G, table 19” x 26”, 6” draw, 


13” cyl. portable. 


JOLT (BUMPERS) 
1—HERMAN, 40” x 60” Table, 13” Cyl 
6000 lbs. Jolt. 
1—MILWAUKEE No. 
Table, 12” Cyl. 
1—TABOR, Table 30” x 40” 


ROTO-LIFTS 


2—OSBORN No. 1510, table 22” x 26” 
draw 20”, jolt cap. 15004, new 1949. 


MATERIAL HANDLING EQUIPMENT 


4050, 40” 


1 oe % yard clamshell bucket, single 
ine. 

1—INGERSOLL RAND, Size MHU, Air 
Winch, 2000 Ibs. Cap. 

1—LINK-BELT Car Puller, 5000 lbs. cap. 
(3 s. Cars). 

6 —- POWER UNITS, 4 x 6 Cylin- 


3 aU TOM ATIC a Pallet Trucks, 4000 
Ibs. cap. 7 
6—LEWIS SHEPPAR D Platform Hand Lift 


Trucks (For Core Room). 


CONVEYOR BELTS 


1—JEFFREY Trough, 20” x 35’ centers. 
1—JEFFREY Trough, 24” x 103’ Centers. 
1—JEFFREY Trough, 24” x 145’ Centers 
1—JEFFREY Flat 24” x 385’ Centers. 
1—JEFFREY Trough 24” x 35’ centers 


1—LINK BELT Flat 24” x 40’ Centers 


STEEL APRON CONVEYOR 
1—JEFFREY 24” x 60’ Centers. 
1—LINK BELT 36” x 100’ centers, 

and drive. 
VIBRATING CONVEYOR 


1—LINK BELT 36” x 40’. 
3—SIMPLICITY Model OA-10-A, 


PORTABLE TROUGH CONVEYOR 
1—FARQUHAR, 18” x 35’. 


OSCILLATING CONVEYOR 


1—LINK BELT 48” x 154’. 


CHAIN CONVEYOR 


500’ JARVIS No. 678, complete with drives 


UNDER CAR UNLOADER 
FARQUHAR, 18” x 19’. 


TRAMRAIL 
LOUDEN MONORAIL SYSTEMS, ‘‘Su- 
per Track’’ 
(1) 110’ of 6” I-beam & two 20’ bridges 
(2) 140’ of 6” I-beam & two 12’ bridges 
(3) 130’ of 11” I-beam & two 30’ 
bridges; All Complete. 


OVERHEAD CRANES 


WHITING 5 ton Overhead 
span, Cab Operated, AC. 


MOLD DRYERS 


PORBECK Mold Dryer, 42” 
long, oil fired, Serial No. 242 


MOLD bg ai annage 
1—WEBB 109 Cars, Car Tops 32” x 39” 
LINK BELT, 98 Cars, Car wena 32” 
& 39”. 
ROLLER CONVEYOR 


150’ MATHEWS 36” wide, 3%” rollers, 6” 
centers, 6” channel, 1%” shaft dia. 
40’ MATHEWS 18” wide, 2,%” rollers, 4” 

centers, 4” channel. 


SAND MULLERS 
PERKINS No. 16%, 30 HP 


motor 


Eg 


36” x 15’ 


Crane, 50’ 


~ 


~ 


wide, 8’ 


1—BAKER 
motor. 


1 


1—BEARDSLEY & PIPER, 


~-BEARDSLEY -& PIPER, #30 with Skip 
Hoist & Dust Hood, 20 HP. 
#50 with Skip 


Hoist, Dust Hood, 50 HP 
1—CLEARFIELD, #404 Batch, 4 Cu. Ft. 
1—CLEARFIELD, #610 Batch, 6 Cu. Ft. 
1—MIXER MULLER 3% cubic ft. batch, 

on pneumatic tires. 

1—SIMPSON, #1 Style B, Single Wheel, 
100% Batch. 

1—SIMPSON, #3 Style C, Enclosed Gears 

30004. 
2—SIMPSON PORTAMULLERS. 
1—SIMPSON, #2, Style UD, 1500 Ibs 

Batch. With Loader. 
1—SIMPSON, #2, Style C, 1500 lbs., with 

Loader. Enclosed Gears. 
1—SIMPSON #1, style UD, 500 Ibs. batch 

SAND PREPARATORS 

1—B & P, No. 40, 40 Ton Hopper. 

6 9 & P Screenarators, Models—S, M & 

1 PEK AY Aerator, Model 320-3 (For 
Sand System). 

8—ROYERS, Models NDP-C-2 

SAND CUTTERS 

1—AMERICAN, Model BD-Size 75/60 

1—AMERICAN, Model M-Size 99/80. 

1—AMERICAN, Model M-Size 89/70. 

2—MOULDERS’ Friend 50” and 60” brush 

SAND SLINGERS 

1—B & P, 19” Tractor Type, 13’ Arm. 

1—B & P, 16” Tractor Type, 13’ Arm, 
Magnetic Tower, 4’ Ramming 4” Tip. 

2—B & P, Model 16S-DB Stationary Type, 
16” Head. 

1—B & P Stationary-Double Belt Model, 
5’ arm, 4’ Ramming, 19” Head, 4” tip 
Never Used. 
SHAKEOUTS & SCREENS 
4—-SIMPLICITY 4’ x 6’ Model B, 5000# 
1—SIMPLICITY 4’ x 10’ Model D, 16,000#. 
1—SIMPLICITY 6’ x 8’ Model DE, 32,000 # 
1—ROYER Combination Shakeout & Sand 
Conditioning unit, Serial #ST-47. 
1—HEWITT-ROBINS 36” x 78”, Vibrex 
Screen, Style M-7. 
1—LINK BELT 5’ x 10’ heavy duty 
TUMBLING BARRELS 
1—ROYERSFORD 36” x 60”, 5 HP Motor 
2—SLY 42” x 72” Square, 10 HP, Gearhead 
with Built-in Brake. Timken Bearing. 

2—SLY 36” x 84” Type C, 7% HP, Gear- 
head with Built-in Brake. Timken Bear- 
ing. 

4—WHITING 48” x 72”, 10 HP Gearhead, 
with Built-in Brake. Timken Bearing 

WHEELABRATORS 
1—AMERICAN 86” diameter swing table 
with dust collector. 

1—AMERICAN No. 3 tablast, 4-48” auxil- 
iary tables. 

1—AMERICAN No. 1 tablast 7-14” auxil- 
iary tables. 

1—AMERICAN 36” x 42” Tumblast with 
Skip Hoist. 

1—AMERICAN 42” x 48” Tumblast, with 
Skip Hoist. 

1—HOLLINGSWORTH Model 44” x 48” 
Tumblist. 

1—HYDRO-BLAST cabinet, 40 HP motor 
and pump. 

1—PANGBORN Shot Blast Room 10’ x 12’ 
x 14’, with Dust Collector, Elevator. 

1—PANGBORN 9LG, 9’ Table, 8-24’ Ta- 
bles. 

TESTING EQUIPMENT 
1—GENERAL ELECTRIC X-Ray, Indus- 

trial Type. Model KX10, 140 KW. 


1—STEEL CITY Brinell Hardness Tester, 


Model UK 300, To 3000 Kilograms. 
STEEL CITY Brinell Hardness Tester, 
Model 0-4500 4144” Piston 


Write for Completely New Illustrated Catalog of Used Foundry Equipment 


AAA MACHINERY & EQUIPMENT CO. 


15539 SARANAC ROAD — CLEVELAND 10, OHIO— CALL LI. 


1-6545 






















P. O. Box 939 





IT COSTS NO MORE 


Discuss Your Equipment Problems with Foundry Engineers 


Call Us Collect For Any Foundry 
Equipment You Need From A Sand Rammer 
To A Sand Conditioning System- 


OUR ADVICE IS GOOD AND 
OUR EQUIPMENT IS BETTER 


WHITEHEAD EQUIPMENT CORP. 


PHONE: 54379 


READING, PENNA. 








GIANT sccrox SALE 





$8,900,000 VALUATION! 


FORGING MACHINE SHOP; HAMMER SHOP HEATING & ANNEALING: 
TOOL ROOM VALUABLE INDUSTRIAL REAL ESTATE 


By Order of CAMDEN FORGE COMPANY, MT. EPHRAIM AVE., CAMDEN, N. J. 


Sale Begins: TUES., APR. 10, ‘56 at 10 A.M. 


HYDRAULIC FORGING PRESSES: 2—1200 
Ton, United; 350 Ton, Falk; all with ac- 


cumulators and pumps 


MANIPULATORS: 6000# & (2) 2000# Bro 
sius, Motor and Gas Engine driven 


STEAM HAMMERS: 80002, 6000#, 50002 
3000+, S0OO=, Chambersburg; 15002 R. Steel 
& Sons; 3502 Nazel. 


HEATING & ANNEALING FURNACES: Ingot 
Heating, 4'x11’, 6’x10’, 10’x16’; Billet Heating, 
3’x5’, 4’x8’, 5’x7’, 5’x10’; Tool Heating, 3’x3’ 
42” dia.; H.S. Tool Forging, Tool Treating & Salt 
Bath; Car Hearth Annealing, 4’x33"x8’, 7'x66”- 
x36’, 7’x33"x18’, 7°x33"x36"’, 7'x33"x60’, 5’x- 
48”"x15’, 7'x60”x72’, 24”x26”"x12’; Rotor Treat- 
ment, 40”x9’'; Beam Furnaces, 10'x6’, 6'x18” 
dbl. chambered; Ring Heating Furnaces; VER- 
TICAL, 6’ dia. x 16’ deep, 8’ dia. x 16” deep, 
ill attachments, with QUENCHING TANKS, 
Industrial Power Engrg. Installed NEW 1952. 
BORING MILLS: Vertical 84” Niles, 54” & 
24” Bullard; horizontal 6%” Espen-Lucas, 5” 
Bar Floor Type, Ohio 

SHAPERS: 36” stroke American, 24” stroke 
G&E and 20” stroke G&E; 7” Bench Ammco 
MILLERS: #3 & #4 Cincinnati, 32”x32”"x14’ 
Ingersoll 

PLANER: 60”x60"x20’ Sellers. 

SLOTTERS: 60” & 48” Niles, 54” stroke New- 
ton. 

GRINDERS: 24”x168” Cincinnati, 20”x10’ Lan- 
dis, Diamond, Norton, Sellers. Pratt & Whit- 
ney, Oliver, Hammond G&L, Brown & Sharp 
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, Pratt & Whitney. 


Newton, Walker-Turner, Foote-Burt, 


Armstrong-Blum ; 


Hacksaw Peerless; Dewalt, Thor, Clip- 


TRAVELING CRANES: 
Pratt & Whitney. 


Diesel Electric Generator Sets; 
Steam Engine Generator Sets. 


FREE — Detailed 
illustrated Circu- 
lar Sent on Re- 
quest—FREE 


Inspection Apr. 2 to Sale Date. 


COMPLETE STEEL ANALYSIS and TEST- 
ING LABORATORY. 


SWITCHING LOCOMOTIVES: 4 Ton & 18 Ton 
Gasoline F.R.H., with (10) 50 Ton Flat Cars 


BIG TONNAGE: INGOTS, BILLETS, SCRAP 
METALS, STEEL CABLE, COPPER CABLE 
RAIL. 


MISCELLANEOUS: Blowers, Fans, Heaters 
Railroad Beam Dies, Coal Pulverizers, Air 
Compressors, Pipe & Bolt Threaders, Storage 
Tanks, Recording Instruments, Electric Mag- 
net, Lincoln Welders, Metal Spray Unit, Acety- 
lene Generators, Car Puller, Metal Lockers 
Office Furniture, Hoists, Motors, Tensile Test 
Machines, Tools, Dies, Fixtures. 


ALSO—INDUSTRIAL REAL  ES- 
TATE: 20 Acres Land, 220,000 to 
300,000 Sq. Ft. Manufacturing Space, 
3 Acres Parking Area, R. R. Siding. 


BERNARD MAGRILL, Auctioneer 


c/o Camden Forge Co., Mt. Ephraim Ave., Camden, N. J. 
TEL. WOODLAWN 3-2800 
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MELTING FURNACES 


MOST COMPLETE STOCK IN THE WORLD 





Y; 






Swindell Electric Furnace, 5’ dia. shell, 350 KVA, 6600 Detroit Electric 350%, Type LFA with Kuhlman trans- 
volts. formers and oil circuit breaker, 13,200 primary voltage 


Swindell Electric Furnace, 4’ dia. shell, 250 KVA, 6600 
Pennsylvania 1500 KVA transformer, 12,000 V. Never 


volts 

used since rebuilt. With complete controls, mostly new 
Swindell Electric Furnace, 5’ dia. shell, 500 KVA, 6600 needed for operation of a furnace. New control panel 
volts. Field Rheostat, 25 HP, 440 V MG set. 


Allis Chalmers Induction Melting Furnace, 2-600 pots 
1—1500 KVA G. E. Transformer with taps for 11,000 or 


Ajax Northrup High Frequency Induction Furnace, spark 13.800 volts 
gap type, 35 KVA with 60% and 17+ melting pots 


11 N0f 
£1,UU 


1—Detroit Electric, 15004 capacity, 13,200 primary volt- Transformers—2—2500 KVA furnace transformers 


age. Kuhlman transformer. Complete with controls or 13,800 primary voltage. 














We will buy for cash a single piece of equipment or your entire foundry 
126 South Clinton Street e Phone: ANdover 3-3430 e Chicago 6, Illinois 


OS™ FOUNDRY « actin equipment co 


14919 SARANAC ROAD CLEVELAND 10, OHIO 


| ACME EQUIPMENT CO., INC. | 9 a 

















STEEL APRON CONVEYORS: FOR SALE NOW!! 
Midwest—36” x 120’ ; 
Palmer-Bee—30” x 19’, 30” x 5’6” In Belleville, Ohio, 10 miles south of Mans- 
field a complete Gray Iron Foundry with 
MOLD CONVEYORS: a rile 
1—Webb heavy duty 356’ 109 cars 32” x No. 7 Whiting cupola, 18,000 sq. ft., with 
39” railroad siding. 
1—Link-Belt 27’ x 70’6”, 35 cars 38” x 72” 
BELT CONVEYORS: : 
Flat Belt—20”, 24”, 30”, 36” TUMBLING MILL: 
Troughing—3—24” x 22’, 1—-24” x 350’ 60” x 72” Ransohoff tumbling type wet 
BUCKET CONVEYORS: cleaning mill, Serial No. 6318, drive 15 


2—40’, 3—50’, 8” x 16” buckets HP 3/60/220 and bucket loader 5 HP 


ye 
AIR COMPRESSOR: 3/60/220 
1-I-R two stage 800 CFM 150 HP 3/60/220 
OVERHEAD CRANES: MAGNESIUM CLEANING CABINETS 
: : hi open . a. Eo lg on 7—-Whirlpool Duplex, 800 CFM, 100” wide 
( : aan: x 65” deep x 90” high. Buffalo ex- 


1—-Chisholm Moore Cupola Charing with 200’ rail 550v 
3/60 hausters—-714%4 HP., 220/440 


WE BUY AND SELL ONE PIECE OF EQUIPMENT OR COMPLETE FOUNDRIES 


Telephone . . . Glenville 1-1222 
GUARANTEED FOUNDRY EQUIPMENT 


April 1956 
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ARGAIN ia 


ICES EQUIPMENT 


BLOWERS 1—1000# cap. DETROIT, complete. 2—SIMPSON #2, Unit Drive. 
1—85 HP G.E. Cupola Blower, 24 oz. 1—2000# DETROIT, complete. 2—CLEARFIELD #610 and #920. 
3—7\% HP FISHER, 16 0z — i—B & P SPEEDMULLER, #70. 
15—CENTRIFUGAL BLOWERS, 350 CFM FURNACES— re a 1—BEARDSLEY & PIPER #60 SPEED- 
to 10.500 CFM. rd AW AJAA, complete. MULLER, 60 HP motor, SKIPLOADER. 
, 4 1—300 KW AJAX, complete. > y > ~ ' . 
a aad . 1—B & P MULBARO, #7, extra Base. 
CLEANING EQUIPMENT 1—175 KW AJAX, compiete. 
3—333 KW, AJAX-TAMA-WYATT, 1500# OVENS 





i—AMERICAN #1 MULTITABLE, 6 aux 





tables 15”, main table 45”. Alum. 1—FOUNDRY EQUIP. CO., 2 ., rac 
SHAKEOUT 4’ x 6’. ai 2—60 KW AJAX, 60 Cycle, 400#, Alum. 12’-10” : we 7’-10": pigeons! 
1—AMERICAN #2 MULTITABLE, 5 ta i—7% KW TOCCO. — si i recirculating. a 

bles, 37” dia. 1—20 KW AJAX Spark Gap High Freq 1—TOWER CORE OVEN, 14” x 60” trays, 
5—US GRINDERS, double end, 10, 15, 20 a cae type. 45’ high, gas fired, dismantled. 

HP. a wl Rae a ¢ 2—ROSS 2 comp., rack, gas, 6% x 14 x 7. 
41—GRINDERS, Swing frame, 15 HP 1—50 KW, G.E., MG Set, 960 cycle 1—PORBECK, 4 drawer, double end, oil. 
2—TUMBLING BARRELS, Cast Iron 1—YOUNG BROS. : E i 

36” x 24” w/2 HP Motor e . FURNACES—OIL AND GAS type pM ves Men oe con. 
2—TUMBLING BARRELS, Square, 34” x 1—FISHER 4 Burner MNP, 1700#, gas. TROLS. : 

ae 4 oe Stationary Holding, 500#, i—YOUNG BROS. 2 compartment, drawer 
2 ‘UMBLING BARRELS, Side Tilt, 18” : cg a - : type, oil or gas, 82” h x 12’ w x 6’ 1. 

wide x 20” deep 3 pi sea ees YORK #400 cruc. tilting, i—YOUNG BROS. 3 door, gas, 12’ x 8’ x 

coer at ae tenis =e 6’-3”. recirculating, blower and recorder. 
CONVEYORS I—SKLENAR 600#, Oil fired 1—COLEMAN, Oil, 2 Comp., Rack Type, 
i—LINK BELT Double Deck Oscillating 1—HAUSFELD Tilting, 1200# Mag. Recirc; each comp. 60” wide x 80” high 

80’ long x 24” wide, 1954. I—R & S Convection Draw, Car bottom, x 14’-6” deep. 

i—45’' x 24” wide APRON CONVEYOR Tacha w x 5’ h, oil fired, dismantled, 1—COLEMAN, Double Door, Oil, Single 
i—SAND ELEVATORS, various sizes - Sng Comp., Recirc., 60” wide x 14’6” deep 
aa MOLDING MACHINES x 80” high. 

) ( Re 
2—STEEL PLATE MOLD, 90’ centers, 24” Jolt Rollovers 

ot ee Vaive: sca 2-3 & J #1020, 50” x 60”, 20” draw, waite SAND CUTTERS 
6—SAND BELT CONVEYORS, 10’ centers 1953. 1 7 DEL OK a2" el, Gas Driv 

to 140’ centers, 18” to 36” belt, com- 1—J & J #918, 44 x 54”, 18” draw. Bi pile taee te ese 

plete w/drives and hoppers 1—OSBORN #405, 64 x 50”, 18” draw 1 MODEL Rs 80’ reel, Gas Driven. 

si 8. 3000 +. 1—MODEL ‘‘D’’, 76” x 96”. 
1—SANDMASTER, 70/102, New in 1950. 


2—CASTING CONVEYORS, wire mesh, 18’ 


x 32” w/drive. i—J & J #612, 24” x 30”, 12” draw 


2-J & J #815, 30” x 40”, 15” draw, Rubber Tires. 






CUPOLAS 1200# jolt. 
2—WHITING #6, Complete with Skip 1—HERMAN, 8’ x 12’ Table. SAND LABORATORY EQUIPMENT 
Charger. 2—HERMAN, 1500#, above ground 1—Complete SAND LABORATORY 
1—WHITING #5, w/skip, Spencer Blower, 2—HERMAN, 20” x 24”, 750#. 1—-TEST CORE BAKING OVEN #606. 
Foxboro controls, 2 yrs. old. 1—HERMAN, 50” x 72”, 6000# jolt 
1—MORRIS #9, w/skip, mixing ladle 1—HERMAN, 42” x 78”, 6000# jolt. SAND PREPARATORS 
never used. 1—OSBORN, #243, 27” x 40”, 20” draw 2—JEFFREY SANDITIONERS, Portable. 
1—MODERN, #3, 46’ shell, w/blower 41—TABOR, 22” x 42”, pattern draw, port 2—ROYER SAND BLENDERS, 16” belt. 
2—MODERN #7; Blowers & Controls 5—ROYER SAND BLENDERS, 12” belt. 
1—SKIP CHARGER, 3 bottom drop buck Bumpers 1—LINK BELT REVIVIFIER, Size 5. 
ets, scale for #9 cupola. 1—OSBORN #102. 1—HETHERINGTON & BERNER SAND 
CORE BLOWERS 1—HERMAN, 60” x 72” DRYER, rotary, oil fired #552. 
1—3K DEMMLER. Jolt Strippers 
{—SB 13 INTL. 1—MILWAUKEE #1536 32" x 38” ae SAND SLINGERS n 
6—#2 DEMMLER. 1—SPO, 24” x 24”. 1 BEARDSLEY & PIPER MOTIVE JR, 
1—CB-400 CHAMPION 19” head. “ad 
1— #55 DEMMLER. Jolt Squeeze Strippers 1 BEARDSLEY & PIt ER TRACTOR 
1—OSBORN #175. 21” x 18”. portable TYPE 16” head magnetic separator. 
FLASKS »-MILWAUKEE #163 I 1—PORTABLE SLINGER 16” head, 4’ 
= _— nace arte . . 2—MILW. > #163. i Boe 
gait genes Bingen ng ellie re M. Pop 1—MILWAUKEE #165, 16” Pin Strip long, on Truck. 
S ¢ ‘ Ss, § st. Spi giheoc trealilb fteeg a ead teal =i ses 
TRANSITE CORE PLATES, send require 1 Lae SIS, EP ee TESTING MACHINES 
rece Jolt Squeezers 1—TINIUS OLSEN, UNIVERSAL, 100,- 
FURNACES—DIRECT ARC MELTING 2—INTERNATIONAL, 17” x 20”, port 000# capacity. 
1—250#/hr. Hydraulic Top Charge 1—OSBORN #212 PJ, 17” x 23”, sta 1—TINIUS OLSEN, BRINELL HARD- 
1—3000# /hr. LECTROMELT tionary NESS, 3,000 KG. 
1—1000# /hr. HEROULT 1i—OSBORN #276-J. 1—RIEHLE, UNIVERSAL, 2 screw me- 
1—2000# /hr. HEROULT 3—OSBORN #275-J. chanical, 100,000# capacity. 
2—3000# HEROULTS 3—TABOR, 18” x 20”, 3” jolt, column 1—BALDWIN, UNIVERSAL. Hydraulic 
1—3 Ton HEROULT 1—TABOR, 18” x 20”, 3” jolt, cantilever tensile, 60.0004 
1—6 Ton HEROULT. 1—ADAMS, 19” x 20” portable 
2—SPO #213-GP 
FURNACES—INDIRECT ARC l SPO #110-J 1—HOUGH antec Model HA 
1—60#DETROIT, complete. Reine ee ee Fp 
See a. TROLS, complete LADLES & POURING DEVICES 2—BELL PRIME MOVERS, 1000# capa- 
2—WHITING 3 Ton 30ottom pour. city, gas driven 
i—10 TON BOTTOM POUR. So” x 55” 1—-LEWIS SHEPPARD, 4000#, elec. Fork 
2—45 TON TREADWELL, Excellent. Lift 
i1—S00# Worm Gerred, Lip Pour 
3—1500 # TEAPOT, Lip Pour, Worm MISCELLANEOUS 
Genred 1—GARDNER VERTICAL DISC GRIND- 
3—5 Ton to 9 Ton, Worm Geared, Lip ER. 
Pour 6—PENN DUMP BUCKETS, 1000# to 4 
1—SWINDELL, Elec. Holding ton. 
4—CURTISS AIR HOISTS, barrel type. 
MULLERS AND MIXERS 1—HOFFCO Vacuum Cleaner, #75. 
; 1—SIMPSON #0 1—ALLEN-BILLMEYER Vacuum Cleaner, 
WON SD 1—SIMPSON #3, enclosed gears port 


AND EQUIPMENT CO. 


/ \\ 1630 N. Ninth St., Reading, Pa. Phone 3-5103 
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AIR COMPRESSORS 
Ingersoll Rand Type 10—14 x 9 x 12, 2 stage, 75 
Hp, 3/60/220/1200 rpm synchronous motor, 350 
CFM at 100#. 
Ingersoll Rand Type 10, 800 CFM, 2 stage air com- 
pressor, 200 HP, 220 V motor. Rebuilt 1952. 


AIR HOISTS 
6—4000# Ingersoll-Rand, with trolleys. 


BLOWERS 
Ingersoll-Rand Motor Blower Type FS. Single 
Stage 4000 CFM @ 3.75 PSI, 100 HP, 220V G. E. 
Induction motor. 
General Electric 7500 CFM, 20 oz., 89.6 Max. HP, 
220V motor, Airway controls. 
Ingersoll-Rand turbo compressor 10500 CFM @ 20 
oz. 85 HP G. E. 220V 3500 CFM motor. 


CLEANING EQUIPMENT 
Sly 8’ dia. Table Shot Blast Unit. 


CORE BLOWERS 
3—International SB 12. 
4—International SB 13 
10—Osborn 193. 
1—Osborn 2035-2. 
1—Champion CB 400. 
2—CB 10 Late Type. 


CORE GRINDERS 
6—Milwaukee 70-9. 


CORE OVEN VERTICAL HORIZONTAL 
1—Coleman, combination oil or gas fired 43 garriers 
24” x 90”—1 hour 12 min. to 4 hours 48 min. cycle. 
1—Coleman, combination oil or gas fired 43—2 
shelf carriers 30” x 144” long. 2 hour 12 min. to 
7 hour 24 min. cycle. Present replacement cost 
over $90,000. 


CORE PASTE OVENS 
2—Coleman Gas Fired 28’-25” x 42” opening Com- 
plete. 

CRANES 
1—Milwaukee 10 ton 40’ span, 22’ lift, 220 V. A.C. 
2—Northern 5 ton 40’ span, 22’ lift, 220 V. A.C. 
1—Whiting 5 ton 40’ span, 22’ lift, 220 V. A.C. 


GRINDERS 
Horizontal Dise (Flat) Grinders: 
Gardner #186, 30” dia. disc. 10 HP, 220/440V, with 
dresser, wet or dry grinder. 
Gardner HV5A, 18” dia., 744 HP, 440V, with dresser 
Double End Disc: 
2—U.S. 18” wheels, 2 swing tables, 1 with lever 
feed. 


GRINDERS, SNAGGING 
2—Hammond 10 WRI Double End Snag. Grinders 
20” dia. wheels, 10 HP 220/440 v motors, variable 
speed drives. 
1—3” x 24” U.S. #65, 20 HP 220/440V. 


GRINDERS, SWING FRAME 
2—s” x 24” x 12” Nox 34, 15 HP. 
1—3” x 24” x 12” Marschke, 20 HP. 
1.3” x 24" x 12" US. 18 BF: 
HOT METAL CARRIERS 
3—1 ton D.C. Cab operated Cleveland, Monotrac- 
tor Hot Metal Carriers. 
MOLDING MACHINES 
Jolt Squeezers: 
5—Milwaukee 103-11 Staty. Jolt Squeezers, 1315 
x 20” table. 


ACME 
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7—Champion JS10P Portable Jolt Squeeze molding 
machine. 18” x 21” table. 
10—Osborn 275J. 


Jolt Squeeze Pin Lifts BIG 
2—International PK 20’s. 20” squeeze cylinder 8” 
draw. Ser. #67237. New 1949. 
2—Milwaukee Jolt Squeeze Strippers, Model 163- 
50, 15” x 24” table 16” X open end pattern size. 
1—Milwaukee 126-3 Jolt Squeeze Pin Stripper, 
27° x 21” table, 8” draw. Portable. 
2—#165 Milwaukees. 


ROLLOVERS 

Jolt Rollover Pattern Draw 
1—Herman 4000# Series 30” x 60” table, 32” x 
48” bumper. 
1—Herman 3000# Series 40” x 84” table, special 
slotted table. 
1—Herman 1500# Series 20” x 36” table. 
2—Herman 750# Series 20” x 30” table. 
2—Herman 750# Series 20” x 24” table. 
1—Davenport 24 SA Jolt Rollover Pattern Draw. 
26” x 42” flask size, 12” draw. 
3—Spo Model 9032. 
1—Milwaukee 217. 
2—International Type G, Portable, 20” x 8” draw. 
3—Tabor Portable Rollover 30” 
Johnson & Jennings 1020-44 x 44 max. Flask Size. 


PIN LIFT PUSHOFFS 
1—Champion Pin Pushoffs 28” x 42” table 10” draw. 


MULLERS AND MIXERS 
Simpson #3 Type H open gear type. 
Beardsley & Piper #70 Speedmuller, 
cross head. 





New style 





6 No. 2 Simpson Mullers 











OVENS, MOLD OR CORE 
Despatch Type S, 2 cars 27% x 54 x 64, Gas Fired. 


OVERHEAD TROLLEY CONVEYORS 
5000’ Jervis B. Webb & Link Belt 
658 chain, 4 D.C. motor drive and MG set. 


POURING DEVICES 
3—Pouring devices, Whiting 500#. 





SAND SLINGERS 
B & P Motive Sand Slinger 19” 2 speed head 
B & P Tractor type 13’ 
B & P Stationary 











SANDBELT CONVEYORS 
160’-30” Trough with Drives 
144’-30” Flat with Drives. 
47'-30” Trough with Drives. 


TUMBLING BARRELS 

Sly 36 x 72. 

Royersford 42’ x 72’ Roller Bearing, Chain Drive. 
Sly Square 42 x 42 x64. 

Sly 42” Dia. x 56”. 


femeh fh CAD bem 





STRAIGHTENING PRESS 





Hannifin 50 ton hydraulic 








ACME EQUIPMENT CO., INC. 


We will buy for cash a single piece of equipment or your entire foundry 


126 South Clinton Street e Phone: ANdover 3-3430 e Chicago 6, Illinois 


Ta 


rege 
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Keller Tool Air Hoist handling flask in a magnesium foundry. 





GENTLE yet TOUGH 


Easy does it on the lifting. Speed when you want 
it. Gentle, accurate stops. This lightweight husky 
(weighs only 28 lb.) will take on lift jobs all day 


without a whimper. Cannot burn out. 


CHECK THESE FEATURES BEFORE YOU BUY ANY HOIST 


¢ NO BURN-OUT from overload or stalling. 


« LOW MAINTENANCE - 
unaffected by dust or fumes. 


rugged piston-type motor 


e ECONOMICAL— uses much less air than other hoists 


of same capacity. 
e CONTROLLED SPEED—from creep to 


maximum. 


LET KELLER TOOL AIR HOISTS GIVE YOUR 
FOUNDRY A “LIFT.’’ Your request for Catalog 


86 will bring details in a hurry. 





Model Capacity Speed Weight 
86-2V20. 2000lb. 19fp.m.  78lb. 
86-2V10 1000 lb. 35 f.p.m. 78 lb. 
86-1V10 1000 lb. 19 f.p.m. 28 lb. 
86-1V5A  500lb. 35 f.p.m. 28 lb. 
86-1V3._—-300 Ib. 80f.p.m. 28 Ib. 


GARDNER - DENVER 


KELLER TOOL division, Grand Haven, Michigan 
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Zircon Sand 

















Zircon Flour 





‘Silica 
ERKSHIRE 


Potassium 
Titanium 


Fluoride 


Potassium 
Zirconium 


Fluoride 











BERKSHIRE CHEMICALS, INC. 


420 LEXINGTON AVENUE + NEW YORK 17 


55 New Montgomery St. © San Francisco 5, Cal. 
Innis Speiden Company Division 
New York ¢ Philadelphia * Boston * Cleveland * Chicago 


cok 


HIGH SILICA QUARTZITE PEBBLES 


x*e* 
R. W. SIDLEY, INC. 


ini THOMPSON, OHIO TEL. 2701 tiie 








MILWAUKEE-TESSMER 


Sprue Cutter 


for 
Non-Ferrous Foundries 
@ Cuts Sprues and Gates with 
One, Swift, Sure Stroke. 


@ Does away with tedious hand 
labor. 


@ Speeds flow of work through 
cleaning department. 


@ Built for years of 
Low-Cost Service. 


@ 2 Sizes, %” and 1%” square. 
Built-in electric motor or belt 
drive. 


Write for Iilustrated Bulletin 


RICE PUMP & MACHINE CO. 


222 Park Ave., Belgium, Wis. 


Rugged, 











GLOSSARY OF FOUNDRY TERMS 
Compiled by Ed Bremer, FOUNDRY Metallurgieal Editor 

This extensive glossary of foundry terms was 00 
ranged in handy boeklet form, it is a valuable $100 
reference for every foundryman. 48 pages. 


compiled from a wide variety of sources. Ar- 
PENTON PUBLISHING COMPANY, Book Department 











THE QUALITY LEADER IN COMPRESSORS, PUMPS, ROCK DRILLS AND AIR TOOLS : : 
FOR CONSTRUCTION, MINING, PETROLEUM AND GENERAL INDUSTRY er 1213 West Third St., Cleveland 13, Ohio 
Nor ° ° : 
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THIS RIDDLE'S GRAND 
FOR SCREENING YOUR SAND! 


Combs Gyratory Foundry Riddles combine smooth, 
even motion with fast, low-cost operation! Whether 
you screen core or molding sand, you'll find that 
Combs Riddles provide thorough sifting, mixing, aer- 
ating—whatever the job calls for. Write today for 
illustrated folder which describes just the Combs 
Riddle for your plant. 





Step ahead in this 
five billion dollar 
market with 





F¥Pre “CS” 
with 24” square 
screen and auto- 
matic discharge 
$360.00. 


Foundry’s 


PLUS 5 









TYPE “HL” 
LAB SIFTER 

TYPE, “V¥" 

: for sand control 
ri a: 275.00 
s E RV 4 Cc E on ” a $ $250.00 (with- 
also made wi Scat 
36” sieve $495.00 out sieves) 


What is PLUS 5? It’s your key to 
more business from foundries. It 


gives every FOUNDRY advertiser a 


TYPE “Ck” 
bonus he can get from no other wit 20 elie 
source. Here is help in analyzing this $350.00 


market—studying sales territories and 
potentials—planning the sales effort 
—and creating a constructive promo- 
These Combs Foundry Riddles cost 
less than le an hour for power. 


tion program to the 5 billion dollar 
foundry market. It’s time to take a 





new look at this market—and at the 
unusual selling aids we have for you. 
Say PLUS 5 to your FOUNDRY rep- 
resentative and he'll show you this 
S-step program designed to move 


more of your products into foundries 


. A Penton Publication 


more than a magazine...a complete 
sales development service 


Penton Building, Cleveland 13, Ohio 


April 1956 





You can remove the steel rim, 
empty it and replace it in just sec- 
onds. You save up to 97% on your 
labor costs. 


Prompt Delivery From Your 
Foundry Supp!y House 


GREAT WESTERN 
MANUFACTURING CO. 


Leavenworth, Kansas 











For more information, use Reader Service Card, page 187 
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wg At the new Fairbanks, Morse & Company & 
Foundry in Kansas City the metal flows in 

two directions —- from cupola spout to dis- 

tributing ladles or from cupola through elec- 


tric furnace and on to the distributing and/or 
pouring ladles. 





FOR TOP EARNINGS! 


POURING 


AND DISTRIBUTING SYSTEMS are 
just as productive as the engineering that goes into 
their over-all planning: Large castings, small castings, 


high tonnages, low tonnages, ferrous and non-ferrous 


all make a difference. “Showing-how” to cope with 


all these varying conditions is the extra value you gain 
when you plan with MODERN. Catching from the 
electric furnace, after duplexing, and moving the metal 
direct over monorail to mold is one of those different 
applications. Check-marking the catalogs you may 
require is a fast, easy way to learn more about your 
charging, melting and pouring problems. . 





MODERN EQUIPMENT COMPANY 
Dept. F-4, Port Washington, Wisconsin 
Ladies and Pouring Devices, P-152-A 


Cupolas, Chargers, Emission Control 
Crane and Monorail Systems, 150 .............. — 


Company 
Street 





MODERN REPRESENTATIVES 


IN ALL PARTS OF THE WORLD 











NEW...FOR YOU 
FROM STEVENS 











THESE NEW PRODUCTS WILL IMPROVE YOUR 
FOUNDRY OPERATIONS 


IGNICOAT—FAST DRYING MOLD SPRAY 

Eliminates lengthy drying of mold coating by torch or oven. Can be 
spraved, brushed or swabbed. Ignicoat mixes rapidly with isopropyl] 
alcohol and contains the proper percentage of binder to insure 
good film adherence to the sand. When ignited, burns with a gentle 
flame. Molds may be closed and poured as soon as burning stops. 


RED-SKIN CORE COATING 
Does not run, streak, tear-drop or pile up at the edge of the core. 
It is a refractory tvpe core coating that insures clean peel of sand 
from castings. The new Stevens Red-Skin reduces costs and aids in 
the production of better castings when used on molds and cores for 
steel, grev iron and non-ferrous metals. Red-Skin has deep penetra- 
tion and seals several layers of sand, to prevent metal penetration. 


GRAPH-KOTE COATING 

Graph-Kote is a “short” coating which means a sharp dip line. It 
coats only where the coating is needed, assuring accurate fitting 
of core prints and assemblies. Cores can be dipped faster and its 
even uniform coating gives ample coverage to produce clean cast- 
ings. In its original paste form, Graph-Kote can be stored indefi- 


nitely in the original Stevens polyethylene lined drums. 


NEW IMPROVED FASTICK LIQUID CORE PASTE 
Has very rapid air or oven drying qualities. Gives excellent results 
with resin-bonded cores and shell molds. Permits elimination of 
clamps on shell mold halves. Strength is not reduced at high tem- 
peratures. As a time saver, Fastick will reduce vour costs as it is 


mixed and ready to use when received. 


——___> 


BRANCHES | FREDERIC B. an BOOTH 216 


Buffalo ° Cleveland (| 1956 Castings Congress 
Indianapolis aaa Pho. Show 
New Haven (\ tlantic + S20 Hall 


INCORPORATED 


EVERYTHING FOR A FOUNDRY 
_ DETROIT 16, MICHIGAN 


WRITE TODAY FOR TRIAL ORDER OR AN “IN-PLANT” 
TEST ON ANY OF THESE NEW STEVENS PRODUCTS 





STEEL ALUMINUM 
foundries GRAY IRON foundries 


BRONZE foundries 


foundries 


MAGNESIUM 


Zell Vol ak =¥- 


maleaste SPECIALTY 


foundries an 





foundries 


sand, mold and castings handling systems 


Enginy ond Gustalled 


to meet your individual requirements 


, 


@ Tailor made to your kind and type of work, your production 
requirements and plant conditions, Bartlett-Snow foundry systems 
| SS assure faster delivery — of better castings — at lower cost. Ample 
SEE YOU AT~_ working areas, free access to machines and proper arrangement of 
ATLANTICCITY equipment eliminates stock-piling and re-handling between operations, 
ee automating the smooth, efficient flow of material from sand and metal 
at storage to the shipping dock. Our wide experience includes substantial 
installations in many of the country’s newest, best known and lowest 
cost foundries. Let us work with you on your next project. 











